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Port Lomo 


Something New in Bright High Speed Copper Plating 


The Ronal Bright Copper Process* using Lea Lea Copper-Glo makes it practicable to plate 
properly prefinished steel and die - castings 
: directly with chromium without any interme- 
ers because it answers the problem of extreme diate buffing operation. It makes it possible 
nickel shortages. for you to forget your nickel worries. 


Copper-Glo is the answer to the platers’ pray- 


The user of Lea Copper-Glo enjoys numerous advantages as for example: 


OPERATING COST SAVINGS 


Brilliant ductile deposits Reduces tank plating time due to high speed 
operation. (Hull cell bright current density 
range 10-60 amp./ft.?) 

Reduces rejects whether followed by bright 
nickel or otherwise; since it contains no wet- 
No wetting agents required ting agents 

Direct, interrupted or periodic Reduces brightener costs to a few cents/100 
reverse current gallons of plating solution per day 


High current density with 100% 
efficiency 
Exceptional throwing power 


The Ronal Bright Copper Process using Lea these advantages. Write for further informa- 
Copper-Glo can be fitted into your plant oper- 
ating cycle. Regular cyanide or Rochelle Cop- 
per baths can be readily converted to obtain 


tion. 


*Ronal Bright Copper Process is a development of Ronal Chemicals 
t * > t 7 , 
York, for which process patents are pending. 


ment of Production a) THE LEA MANUFACTURING co. 
end Compositions | ' B/. | 16 Cherry Avenue, Waterbury 20, Conn. 


LEA MFG. COMPANY OF CANADA, LTD. 
370 Victoria Street, Toronto 2, Canada 





WHAT’S 
THE BEST WAY TO 
STRIP PAINT FROM 


* | 
Oakite S TO BE SOAKED 
New FREE IN TANKS? 


See Page 3 


Booklet “nll 
on Paint Stripping 


answers many questions that will lead you to better stripping procedures. 
You'll want to read more about: 

What’s the best way to strip large areas of structural metal where 
a steam supply is available? See page 5. 

What is the best method when steam is not available? See page 7. 

What is the cheapest way to strip metal parts in large volume? 
See page 9. 

What are the best ways to prepare stripped surfaces for repainting? See 
page //. 





What strippers are best for removing oil-base paints ?... Synthetic 
enamels, alkali-resistant plastics or resin-based paints? ... Japans, 
wrinkle finishes, nitrocellulose lacquers, alkyds, phenolics and 
ureas? See page 12. 


EE For a copy of “How to STRIP PAINT’ write to Oakite 
Products, Inc., 20 Thames St., New York 6, N.Y. 
Machine cleaning Tank cleaning Electrocleaning 


Pre-paint treatment Pickling Barrel cleaning 
Steam-gun cleaning Burnishing Rust prevention 


Technical Service Representatives in Principal Cities of U.S. & Canada 


SPECIALIZED INDUSTRIAL CLEANING 
MATERIALS » METHODS ~ SERVICE 
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AUTHORITATIVE! 


55 PAGES OF FACTS ON HOW TO CUT 
YOUR SMALL PARTS FINISHING COSTS 


Now you can get up-to-the-minute news on the very 
latest developments in barrel-finishing — the fast, 
modern, economical process that deburrs, removes 
scale, tool marks and flash, and produces surface 
finishes and radii to blueprint specifications. 

Norton Company's brand new booklet covers the 
subject thoroughly in 55 liberally illustrated, fact- 
describes in detail every phase of 
barrel-finishing tells you what to do, and what not 
to do, for best results 


PARTIAL LIST OF SUBJECTS 
CLEANERS ... ROUGHING 
FINISHING 


filled pages 


TYPES OF EQUIPMENT. 
RUST PREVENTIVES .» PROCESSING OF 
SAMPLES SEPARATION OF WORK FROM ABRASIVE. 

RESCREENING OF ABRASIVE... 


MINING DIFFERENT PARTS 


WASHING DRYING 


GET THIS MONEY-SAVING INFORMATION 

The new booklet also tells you how Norton ALUN- 
DUM* tumbling abrasive 
meet industry's wartime needs for fast, efficient small 


especially developed to 


parts finishing has become a_ standard barrel- 
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finishing medium in plants throughout the country 
Learn how this tough, hard abrasive helps you to 
shorten tumbling cycles, reduce scrap and reworking, 
and gives you consistently better finishing of parts 
ranging in size from tiny rivets to larger castings. Ask 
your Norton distributor or representative for your free 
copy of “Barrel-Finishing With ALUNDUM Tum- 
bling Abrasive,” or write us direct. 
NORTON COMPANY, WORCESTER 6, MASS. 
Distributors In All Principal Cities 
EXPORT: NORTON BEHR-MANNING OVERSEAS INC 
Worcester, Mass. New Rochelle, N. Y 
*Trade-Mark Reg. U. S. Pat. Off.and Foreign Countries 


---[NORTON#--- 
ABRASIVES 


Making better products to make 
other products better 














PLATEMANSHIP 


H-VW-M's unique combination of: 


the most modern and complete laboratory for testing 


and development 


ability to provide complete equipment and 
moterials for every plating and polishing need 


the complete background of knowledge 


and experience in every aspect 
of plating and polishing 


LOOK TO H-VW-M 
PLATEMANSHIP 


FOR THESE PLUS VALUES IN 


MERCIL TYPE PLATING BARRELS 


Availability in a variety of materials—Plexiglas, Merion, Bake- 


lite, hard rubber, depending upon the service 


g under pr 





. Smooth f 





Availability of cylinders in a variety of sizes and perforations 


with a wide choice of contacts 
Tripple-tie-rod-hanger construction 








The wide variety of materials, sizes and contacts in 
which H-VW-M Plating barrels are supplied enables 
the user to select the exact type best suited to his 


needs. For example, Plexiglas cylinders with flexible 
danglers are recommended for operation through the 
entire cycle, acid or alkaline. Where increased pro- 
duction is the deciding factor, Merlon Ribless con- 
struction is supplied. If desired, barrels with pumping 

t available to assure constant solution 


equipme 


* ANDERSON, INDIANA 


N. J 
. 


* DAYTON 


CLEVELAND 


@® 7621 
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HANSON-VAN WINKLE-MUNNING COMPANY, MATAWAN, NEW JERSEY 
SALES OFFICES ANDERSON 
GRAND RAPIDS MILWAUKEE * 
) © UTICA 


balance, thereby reducing the plating time 
What do these H-VW-M features add up to? 
Lower maintenance, lower production costs, a more 
uniform deposit—a better product more economically 
obtained. All these advantages are the result of 
Platemanship—H-VW-M's unique ability to meet and 
even anticipate the needs of the plating and polish- 
ing industry. They are covered specifically in Bul- 


letin PB-107, ask for your copy. 


* CHICAGO 


* BOSTON 
NEW HAVEN 


. 
MATAWAN ¢ 


PLANTS AT MATAWAN 
© DETROIT 
NEW YORK © PHILADELPHIA © PITTSBURGH * ROCHESTER * SPRINGFIELD (MASS.) * STRATFORD (CONN 
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INDUSTRY'S WORKSHOP FOR THE FINEST IN PLATING AND POLISHING PROCESSES + EQUIPMENT + SUPPLIES 
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CONSULT AN EGYPTIAN 
INDUSTRIAL FINISHES SPECIALIST 


Naturally, we at Egyptian are primarily 

SYNTHETICS 
VARNISHES this year ... but let's view the picture from 
. your side of the desk. Let’s consider not only how 


rw your product will be finished but also 


ENAMELS where will your product finish on the sales and 


interested in the product finishing system you adopt 


production charts at the year’s end. 


If you manufacture for the civilian market, it is 
imperative that the Finishing Formulae you 
develop be the most outstanding in its field... 
Here Egyptian Research Laboratories 

can help keep that elusive sales curve on the rise. 


If you manufacture for defense, where 
speed is so vital . . . Egyptian Finishing 
Know-How can help force that 
production graph line right to the top 





Let an Egyptian Industrial Finishes Specialist 


[ INDUSTRIAL FINISHES 
a5] help you decide how you will finish this year. 





The EGYPTIAN LACQUER MANUFACTURING CO. 


BOX 444, NEWARK 1, NEW JERSEY 
Plants: South Kearny, N. J. * Lafayette, Ind. 
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A Letter From The Editor 


Spray Finishing Automotive Parts Automatically 20 


By Frank L. Bonem 


Bright Dipping Brass Compacts 
By Marvin Rubinstein 


Spotlighting Finishing Process 
By Dr. Allen G. Gray 


—Properties of Chromium Plate 


—Factors Affecting The Quality of 
Lacquer Coatings 


—Pickling and Etching Aluminum Alloys .... 


—Primer Is Important in Protective 
Paint Coatings 


—Mechanical Finishing Offers Advantages 
for Magnesium Parts 


Practical Applications of Modern Products 


—dInfra-Red Lamps at Work 
By Carl E. Egeler 


News of the Industry 

Finishes That Aid in Appearance and Utility .. . 
New Equipment, Materials, Processes 

The Finishing Touch 

Opportunity Section 


Index to Advertisements 








. Niagara Metal Parts Washers 


furnish the most dependable continuous 
operation. Consistent performance plus 
efficient cleaning keeps subsequent finishing 
lines going. For continuous and batch type metal 
parts washers you can put your confidence in 
a Blakeslee engineered product designed 


for your specific needs. 


Write today for B LAC 0 S 0 LV the 


full information highest stabilized 
degreasing 


G. S. BLAKESLEE & CO. eee 1844 So. 52nd Ave. 


| CHICAGO + NEW YORK e TORONTO ° CHICAGO 50, ILL. 


SOLVENT VAPOR DEGREASERS NIAGARA-METAL PARTS 
in standard or special WASHERS—built 
conveyor to fit your 
models CANADA needs 
G.S. BLAKESLEE & CO.,LTD. 
1379 Bloor St., W. 
TORONTO 9, ONTARIO 
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3 way help 


on all finishing problems 


Technical help on 
FINISHING METHODS 


Do you spray, dip, flow-coat or 
all three? Sherwin-Williams’ wide 
background of experience in all 
types of production finishing meth- 
ods—including electrostatic, auto- 
matic and hot spray—may help 
you solve production problems, 
whether defense or civilian. 


Specialized help on 
FINISHING MATERIALS 


Sherwin-Williams Industrial Produc- 
tion Line Finishes include a complete 
line of primers, reducers and finish 
coats for air drying and baking, 
for wood and metal, especially 
designed to meet civilian produc- 
tion-line requirements. 


Industry-wide experience 
on FINISHING DEVELOPMENTS 


Sherwin-Williams’ broad experi- 
ence in finishes and finishing systems 
for all types of products provides 
every industry the benefit of im- 
provements in materials and tech- 
niques developed in other special- 
ized fields. 
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Producing finishes that fit government specifications 
for defense products is only half the job. Unless they 
fit the practical needs of finishing line operation, too, 
they can impose undue restrictions on output, effi- 
ciency, or both. 

Sherwin-Williams experience, extending through 
both World Wars, together with technical service 
facilities extending from coast to coast, provides the 
broadest possible background for meeting both re- 
quirements in the production of specification finishes. 

If you have a problem of adapting or devoting any 
portion of your production to defense contracts in- 
volving the use of finishes, your Sherwin-Williams 
Industrial Finishes Specialist can offer you valuable 
help. Call on him today, or write The Sherwin- 
Williams Co.,General Industrial Division, Cleveland 1, 
Ohio. Industrial Zone Offices located in Philadelphia, 
Pa., Newark, N. J., Chicago, Ill., Cleveland, Ohio, 
Grand Rapids, Mich., Atlanta, Ga., Dallas, Texas, and 
Oakland, Calif. 


SHERWIN-WILLIAMS 


INDUSTRIAL FINISHES 


for defense production... for civilian production 
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It may cost LESS to give your product the glamour .. . distinctiveness 
... Sales appeal . .. of this rich Sherwin-Williams textured finish, 
than to use conventional metal finishes! 


Kem Art Metal (wrinkle) Finishes are economical because they 
cover with one coat . .. conceal minor surface imperfections and 
blemishes . .. often eliminate need of extra operations to remove weld 
marks, etc. They relieve the monotony of large, plain surfaces ... add 
interest and eye appeal to any metal product. 


Kem Art Metal Finishes—described in this new Sherwin-Williams 
Brochure AM-514—are part of the complete line of Sherwin-Williams 
quality finishes especially designed to meet production line require- 
ments and stocked at your nearby local Sherwin-Williams Branch. 


Consult your classified telephone directory—check this handy local 
source for your industrial product finish needs—ask or write for 
copy of this brochure. The Sherwin-Williams Co., General Industrial 
Division, Cleveland 1, Ohio. 














ae bs 
Another Product of 


Smenwin-Wistans | SHERWIN-WILLIAMS 


INDUSTRIAL FINISHES 
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KLEM-KOTE 


Cleans and Conditions 





HOT WATER 
RINSE 


ave Time and Equipment with the 
Brand New KLEM-KOTE 3-STEP 
Cleaning and Conditioning Process 


Klem-Kote is the newest development in the field of 
metal preparation and rust-proofing. Used in a three- 
stage washer system it will give paint adhesion and salt 
spray resistance equal to or better than complex five 
and\ six stage rust-proofing systems. 


WRITE TODAY FOR COMPLETE INFORMATION 








an Eh (Wemicale he. 


14401 LANSON DEARBORN, MICHIGAN. 
§ Please send experimental sample of 


CHROMIC ACID a 
RINSE ana 


preet_____ Ore 
Te aie - J 
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SMOOTHER POLISHING 
going 


means Easier 





Photographs courtesy Allis-Chalmers Mfg. Co 


EXOLON ABRASIVES 


For Fast Polishing in All Types of Metal Finishing 


e For smooth surfaces of moldboard plows 
and for any tool or equipment where smoothness 
means more effective work, EXOLON Aluminum 
Oxide Abrasives assure fast, uniform metal 
finishing. These chunky, durable grains are 
magnetically separated, carefully graded and 


shaped for polishing all types of tough metals, 
including spring steel, sheet metal, cold rolled 
stock, forgings and stainless steel. Ceramically 
coated for strong adhesion to the set-up wheel, 
EXOLON RST is the ultimate choice for 
efficient polishing. 


_ Write for complete information on EXOLON Abrasives NOW 


the EXOLON Company 


943 EAST NIAGARA STREET TONAWANDA, NEW YORK 


Manufacturers of Silicon Carbide and Aluminum Oxide Abrasives 
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50th ANNIVERSARY 


Prime and finish coat 
conveyorized ovens. 


3| 











50th ANNIVERSARY 


Exitofl-shaped 5-stage 
washer and entrance 
to dry-off oven. 


Air replacement system 
showing air circulating 


% 


50th ANNIVERSARY 


Exterior view of water 
wash spray booth 


Air make-up intake 
filters at rear of water 
wash spray booth 


FIFTIETH ANNIVERSARY 


OVEN COMPANY 
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American Cueyican, Pang Coyne 


AMBLER PENNA. 


Technical Service Data Sheet 
Subject; METAL PRESERVATION AND PAINT PROTECTION 
WITH ACP PHOSPHATE COATING CHEMICALS 














Ordnance products are now given a protective phosphate 
coating for extra durability under all kinds of severe exposure 
conditions. Both military and civilian applications of ACP 
phosphate coating chemicals are shown in the chart below. 


SELECTION CHART OF ACP PROTECTIVE COATING CHEMICALS FOR STEEL, ZINC, AND ALUMINUM 





ACP 
CHEMICAL 


OBJECT OF 
COATING 


TYPICAL METAL 
PRODUCTS TREATED 


GOVERNMENT 
SPECIFICATIONS 





| 


ALUMINUM 


“GRANODINE” 
Zinc Phosphate 
Coating Chemical 


Improved 
paint 
adhesion 


Steel, iron, or zinc fabricated units oF Com. 
ponents, automobi/| les, refrig 
washing machines, cabinets, etc.; projec: 
tiles, rockets, bombs, rifles, small arms, 
belt links, cartridge tanks, vehicular sheet 
metal, tank bolts and links, recoilless 
guns, etc. 





MIL -$-5002 
JAN- :. 490, Grade 1 
AN-F 


J 495, 
U.S.A. 57- 0-2, Type ti, Class C 
U.S.A. 51-70-1 

Finish 22.02, Class C 
U.S.A. 50-60-1 
16 E4 (Ships) 





“PERMADINE” 
Zinc Phosphate 
Coating Chemical 


Rust and 
Corrosion 
prevention 


Nuts, bolts, screws, hardware items, tools, 
guns, cartridge clips, fire contro} instru- 
ments, metallic belt links, steel aircraft 
parts, certain stee! projectiles and many 
other components. 


MIL - C- 16232 
U.S.A. 57-0-2, Type Il, Class B 
U.S.A. 51-70-1, Finish 22.02, Class B 
Navy Aeronautical M- 364 

U.S.A. 72-53 (See An- F -20) 





“THERMOIL - 
GRANODINE” 
Manganese - iron 
Phosphate Coating 


Wear-resistance anti- 
galling, safe break-in 
of friction or rubbing 
parts. Rust proofing. 


Friction surfaces such as pistons, piston 
tings, gears, cylinder liners, camshafts, 
tappets, crankshafts, rocker arms, etc. 
Small arms, weapon components. Hardware 
items, etc. 


C- 16232 
US A. 57-0-2, Type Il, Class A 
U.S.A. 51-70-1, Finish 22.02 Class A 
Na avy Aeronautical M-364 
U.S.A. 72-53 (See AN-F- 20) 





“GRANODRAW” 
Zinc-iron 
Phosphate 
Coating 


Improved drawing, 
extrusion, and 
cold forming 


Blanks and shells for cold forming, heavy 
stampings; tubs; tubing for forming of draw- 
ing; wire; fod; etc. 





“ALODINE” 
Protective 
Coating 


Improved paint 
adhesion and 
corrosion 
fesistance 


Aluminum products of similar design such as 
tefrigerator parts, wall tile, signs, washing 
machine tubs, etc; aircraft and aircraft 
parts, bazookas (rocket launchers), helmets, 
belt buckles, clothes dryers, clothesline, 
focket motors, etc., aluminum strip or sheet 
stock, 


MIL-C-5541 (See also QPL-5541-1) 
MIL-S$-5002 


AN-F-20 

U.S. Navord 0.5. 675 

16 E4 (Ships) 

AN-C-170 (See MIL-C-5541) 
U.S.A. 72-53 (See AN- F- 20) 











“LITHOFORM” 
Zinc Phosphate 
Coating Chemical 





improved paint 
adhesion 





Zinc alloy die castings; z\nc of Cadmium 
plated sheet or components, hot dip galvan- 
ized stock, galvanneal; signs; siding, 
toofing; galvanized truck bodies; etc. 











WRITE FOR DESCRIPTIVE FOLDERS ON THE 
ABOVE CHEMICALS AND FOR INFORMATION ON 


PROCESSES YOUR OWN METAL PROTECTION PROBLEMS 
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, bette, all way>° 


¥ better than ball anodes 


@ Flat-Top, the premium copper anode ata 
popular price, is SMOOTH! No gates or 
flash to hang on basket. 


@ Flat-Top has Greater Area. From 20 to 
25% more effective area than the ordingry 


better than 


@ Flat-Top is “Good to the last molecule!" 
No waste, no annoying scrapping of 
“swords” and hooks. 100% efficiency. 


@ Flat-Top is Predictable! Eliminates 
rapidly changing anode area as ovals 


ball. More metal, less frequent loading. 


@ Flat-Top is Pure. No cavities to hide 
inclusions of copper oxide, silica or 
dirt. Manufactured from highest purity 
copper. 


oval anodes 


corrode, decreasing sludge formation and 
rough plating. 


@ Flat-Top is Ready! No delay, no extra 
costs of fabricating and attaching hooks. 
Load your tanks right from the keg. 


and copper FlateTop is... 


@ CLEAN! Packed in new durable wooden 
kegs, protected from contamination of 
battered, used drums. 


BROTHERS INC. 


@ CONVENIENT! Keg is safe to stack, easy 
fo roll or truck. And all these PREMIUM 
FEATURES with substantial savings for you! 





4 





Ask for your copy of the 
Copper Flat-Top Folder. 
Call the nearest Wagner 
Branch listed below or 
write for the name of 
our representative in 
your area, if the branch 
location is not conveni- 
ent. Wagner Brothers pol- 
ishing and plating equip- 
ment and materials are 
available in all indus 
trial centers. 


Ry ANN ATM erty EM: eH, wa 
WAGNER BROTHERS, INC. BRANCHES 


Chicago 30, Illinois 
5306 West Lawrence 
$Pring 7-7795 


Cincinnati 36, Ohio 
6710 Hampton Drive 


Sycamore 4911 


Rochester 19, New York 
322 Genesee Park Bivd. 
Genesee 5099 











a 
\fariaele Sar Nat Breakable 3 Safe oN! 
WEA! ineRaree ’ opeRAT! 
ee wits 
‘YOU GET ALL 3 with 
ALL METAL. 


Chromalox 


__ RADIANT HEATERS 








w 
penny’ 
@ 
J 


Grin 
J 
—] 


7 
Z 
44, 


G , x 
Pa 60 
$0 





“> 

Uniform, exact heat 1s yours at the turn 
of the dial with Chromalox Electric Radiant 
Heaters. Quickly installed, Chromalox Units TYPICAL TIME and 
operate efficiently in low and high ambient MONEY SAVING USES 
temperatures; provide glareless radiation © PAINT BAKING © DEGREASING 
in infrared wave lengths absorbed effi- - BAKING PLASTICS ® SEALING 
ciently by all colors, textures and surfaces. @ DRYING GRANULAR PLASTICS 
All-metal construction withstands shock, © DEHYDRATING > MOLD DRYING 
vibration, dust, moisture and eliminates @ CURING LATEX AND PLASTICS 
contamination hazard. and many other applications 

Finger-tip control assures consistent and 
exact operating temperatures for varying 
needs. Various zones of heat within the 
same oven are possible by setting up sep- —_ 


arate controls for each bank of units. EDWIN L. WIEGAND COMPANY 
7552 Thomas Boulevard, Pittsburgh 8, Pa. 


Please send me Application Reports on 
Cit ROMALOX Chromalox Radiant Heaters. 
Name _ x - 7 ae 


a ue ak aa Company 
Sail, heat Address 
City 
_ fe mode indlagiy 


Rai Ri 











FOR MORE “KNOW-HOW” SEND COUPON 
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MASS FIRE POWER 


WITH 


MASS PRODUCTION 





THE 


Udylite 


ele} tite) 7 vile), | 
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Above: Metal parts are 
; - thoroughly cleaned in 
Skilsaw reports - ae Phillips high efficiency 
improved clean- a i m8 60 degreaser. Inset 
i . “— : ows condition of parts 
ing before paint- Eg after degreasing. 


ing and assembly. 





SEND FOR YOUR COPY 
ERE is another case illustrating the high cleaning effi- | OF THIS NEW BULLETIN 
ciency of Phillips degreasers. Skilsaw, Inc., Chicago, ] Describes and illustrates 
uses a Phillips Model 60 electric batch-type machine to J Phillips engineered met- 
clean both aluminum and iron castings, steel stampings, ] al cleaning equipment. 
shafts and screw machine parts. These parts must be thor- 
oughly cleaned before painting and assembly of the finish- 
ed product. Among the types of soil removed are coolants, 
kerosene, drawing oils, and just plain shop dirt. 

Skilsaw reports that the Phillips unit cleans their parts 
better, as well as 3 to 4 times faster than their former 
method. Thus production is speeded up and better control 
is assured over the quality of the finished product. 

Check into the time and money you can save with 
Phillips Vapor Degreasing. Our representative will be 
glad to discuss. your parts cleaning problem with you. 











ENGINEERED METAL CLEANING EQUIPMENT 


/ & ee 3457 TOUHY AVENUE ° CHICAGO 45, ILLINOIS 
[Phillips MANUFACTURING COMPANY 
= 
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Armour Backstand Belts 
do the job right 


Toledo Steel Tube Co. saves time 


2 hours per operation per day—that’s the 
time the Toledo Tube Co. saved by switch- 
ing to backstand belts. In removing burrs 
and grip marks from tubing, they found 
Armour Coated Abrasives cut faster, last 
longer, give a better finish. 

Armour has one of the most modern 
plants in the coated abrasives industry. 
Belts are only one of the many forms of 
coated abrasives available to you — more 
than 30,000 different varieties in grip size, 
backing, etc. Sheets, rolls, discs, tubes — 
and specialty sizes to meet your specifica- 
tions, if you need them. 

Conserve your stocks of coated abra- 
sives. Write for our free booklet on ‘‘ How 
to Store Coated Abrasives.” 


We recommend buying through 
your industrial distributor 


f =~ —— & 


a 
oe 


—--—---------- - - - - 4 


MAIL THIS COUPON TODAY 


ARM 0 UR Armour and Company ¢ North Benton Road « Alliance, O. 


Please send me the free informative booklet “How 
to Store Coated Abrasives.” 

Name 

Title 

Piet .... 

Address 


City 
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SM CLEANER 





for 7 ... use as an electrocleaner (cathodically, 


anodically) on steel when exceptionally 
high current densities, tank design or type 
of work tend to produce excessive foaming. 





2 ... use as a detergent in all types of washing 
machines for die castings, steel, brass and 
copper. 


Because it is formulated with water conditioners, CowlesSM 
Cleaner is especially effective under hard water conditions. 


prompt shipments from convenient warehouse stocks 


4 COWLES TECHNICAL SERVICE 
N gladly furnished upon request 





@ 
COWLES CHEMICAL COMPANY 


METAL CLEANER DEPARTMENT 
7016 EUCLID AVENUE ° CLEVELAND 3, OHIO 
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Dear Reader. FEBRUARY, 1952 


It would be impossible to present an accurate picture of Japanese electro- 
platers and plating practice in a few words. However, a few statistics as well 
as some impressions might be of interest. 

There are about 3,000 plating shops, or plants with plating facilities, in 
Japan. In the Tokyo area there are about 1,000 of these plants. In 1949 ap- 
proximately 25,000 persons were engaged in the industry, including platers, 
polishers, chemists, shop owners, and managers. Since so many of the plants 
are located in the Tokyo area, a survey of plating practices in that area can 
form an excellent basis for an accurate impression of the Japanese plating 
industry,as a whole. 

The plating shops or departments, which I have visited thus far, carry out 
the following plating operations: brass, nickel, chromium, zinc, silver, gold, 
copper, and black nickel plating; barrel nickel and chromium plating; peri- 
odic reverse copper plating; copper and chromium plating on printing rolls; 
iron and copper electroforming; aluminum anodizing. Techniques employed 
are, in general, similar to those in use in the U. S. Variations in technique 
include a room temperature chromium plating solution containing ammonium 
fluoride, copper deposition for intricate parts with Daniell Cell, and an oxalic 
acid anodizing solution. Brass is used as an undercoat for nickel and chromium, 
and some chromium is being deposited direct on copper. 

Recently it was my privilege to attend a welcome meeting of the Japanese 
Electroplating Society in Tokyo and present a talk on U. S. plating practice 
(see page 116 of this issue). At this meeting of shop owners, directors, 
managers, scientists and engineers, and representatives of the technical press, 
among the questions asked were several inquiring as to business conditions 
in U. S. job plating shops, substitute method for the nickel-chromium system, 
plating labor costs, and plans for educating plating shop workers. These 
questions indicate that plating industry problems in Japan are quite similar 
to those in the United States. 

Perhaps each group of platers can make contributions to the successful 


solution of some of these problems. 


— EDITOR 








Window and windshield 

moldings, body grip 

moldings, seat frames, 

and outside trim are 

fabricated and finished 
with minimum waste of manpower and 
material in the new, modern plant of 
The Randall Company. Located on the 
outskirts of Wilmington, Ohio, hidden 
from view by sloping hills, the plant is 
geared for either defense or peace- 
time production. 

Designed along modern lines of in- 
dustrial architecture, the plant is of the 
Single-story type and provides a 
straight-line flow for products that are 
finished, and a U-line flow for those 
that are shipped unfinished. 

All manufacturing operations, from 
receiving the raw stock to packing the 
finished products, take place in the 
main part of the plant. However, the 
paint shop and the strip room (which is 
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also used to apply a protective coating 
to truck seat frames) are located ad- 
jacent to the manufacturing bays, sep- 
arated from them by single walls. Sixty 
feet away from the main building, but 
in line with the paint shop, is the paint 
mixing building. Here, paints in sixteen 
different colors are kept ready for use, 
being, of course, agitated and mixed be- 
fore they are sent to the paint shop. 
Binks and Graco mixing and pumping 
units are employed for this purpose. 


Fabrication 


The cold rolled or commercial deep 
drawn steel that is used in this plant is 
0.018 to 0.089 inch thick. Delivered from 
the rolling mills in coils 36 inches in 
width by approximately 48 inches in di- 
ameter and weighing 12,000 pounds, the 
steel is lifted onto the loader, the first 
unit in the slitting line. 
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Automotive Parts 
Automatically 


By FRANK L. BONEM 


Associate Editor 


In the first manufacturing operation 
the steel is cut into specified width on 
the slitting line. As shown in Fig. 1, 
this line consists of an uncoiler, gang 
slitter, and recoiler. 

Rolls of steel, after being cut, are 
transported by an overhead “I” beam 
hoist to rolling machines as shown in 
Fig. 2. These machines, made by Tish- 
ken, Dalstrom, and Yoder, cold work 


the steel to the desired contours by 
passing it between a series of forming 
rolls, and also cut the strips to speci- 
tied length. 

Following steps in the manufacturing 
process consist of cutting louvers, pierc- 
ing holes, and trimming the end, the lat- 
ter two operations being made on Ran- 
dall-designed hydraulic piercing units. 
The parts then pass on to chain benders 


Fig. 1—A slitter cuts the sheet steel to the desired width. The machine unwinds the coil (shown 
at right), slits the steel, and rewinds the strips into new coils (at left of photo). 




















where moldings are bent to the desired 
shape and the final form impressed 
upon them. These chain benders, orig- 
inally from Tishken, have been devel- 
oped to their present form by the Ran- 
dall Company. They operate with a Kel- 
lered form and arbor, the latter, made 
of phosphor-bronze, being held against 
the work by air pressure (see Fig. 3). 

Depending upon the car model in 
which the moldings will be used, they 
may or may not be butt-welded. If the 
joints are welded, the weld is sanded 
on 120 grit emery belts, as shown in 
Fig. 4. For some of the rougher work 
done by this company, an 80 grit belt 
is used, the belts being Aloxite coated 
abrasive belts in either case. 

Seat frames for trucks are made by 
passing the steel strip through a tubing 
mill which rolls the strip into a tube, 
welds the seam, and cuts it to the speci- 
fied length. The tube sections are then 


bent to shape and welded together to 
form the frames. 


Finishing Car Moldings 


Formed metal parts are relatively 
free from contamination having only 
a light oil film and free carbon deposit 
from the rolling mill. Consequently, the 
finishing process is fairly simple, the 
steps in the conveyorized cleaning and 
painting process being as follows: 

1. Spray clean with DuBois Acid 
Cleaner No. 2 at a concentration of 
2 oz./gal. and a temperature be- 
tween 175-180 deg. F. 
Spray rinse with clear water at 170- 
180 deg. F. Both the cleaning and 
rinsing are timed to last 1‘ min- 
utes. 
Dry at 400 deg. F. for 2 minutes. 

Apply primer coating in spray booth. 

This coat consists of Berry Brothers 
No. 4415-B and No. 32 primer. 


Fig. 2—Desired forms of the strips are achieved by feeding strip stock through a rolling machine 
which rolls the shape and cuts the strips to length. 
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Bake at 320 deg. F. for 7's minutes. 
Apply first color coat. 
Apply second color or clear coat. 
Bake at 320 deg. F. for 7% minutes. 
The cleaner, which is used for these 
parts, is of the emulsion type and con- 
tains phosphoric acid. The primer coat 
is a special metallic paint containing 
aluminum which was developed es- 
pecially for use on cars. It is to be not- 
ed that in this ap- 
plication only a 
very thin coat is 
necessary. T he 
paint used for the 
second and _ final 
coat is of the me- 
tallic, synthetic 
type. 
Solvents which 
were found most 
suitable for these 
paints, which are 


no 


=] 


~ 


Fig. 4 — Sanding a 
butt-weld on a win- 
dow molding, em- 
ploying an abrasive 
belt machine 


February, 1952 


Fig. 3 — This view 
shows how a chain 
bender is used to 
bend and give final 
form to the window 
moldings. 


applied electro- 
statically, were 
Amsco SC No. 3 
and Shell No. 407. 
The former is fast 
drying and the 
latter is slow dry- 
ing, the two being 
used together in 
a 50-50 mixture. 


= 


Layout and Equipment 

In the layout of this finishing system 
equipment has been arranged in such 
a manner that only three operators are 
required in the finishing department 
proper. Engineered by the Young & 
Bertke Company, the units comprising 
this system are: a washing and rinsing 
machine, dry-off oven, prime coat oven, 
three paint booths, and a finish coat 


De 
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oven. As may be seen from Fig. 5, the 
units are so arranged that there is 
ample clearance between the individual 
units, yet the total floor space is kept 
to a minimum. 

The whole system is, of course, con- 
veyorized, the loading and unloading 
area being in the main plant (see Fig. 
6). The conveyor is 864 feet long and of 
the overhead monorail type. It rides on 
a 3-inch “I” beam and has 288 racks 
suspended from it at 36-inch centers. 
The rate at which the parts travel 
through the system is 14.5 f.p.m. As 
may be noted 
from the various 
illustrations, the 
connecting bar be- 
tween the con- 
veyor and rack 
fixture has a small 
cylinder near the 
top. These cylin- 
ders cause the 
racks to _ rotate 
when rubbed 
against belts 
placed below the 
conveyor; thus, 
rotation of the 
racks can be 
achieved wherev- 
er desired. In 


Fig. 6—A view of the 
loading and unload- 
ing area, the only 
part of the finishing 
system in the main 
plant. The loading 
area can be noted in 
the foreground. 


Fig. 7—Window mold- 
ings are transported 
from the loading area 
to the washing ma- 
chine (left back- 
ground). Parts in the 
right foreground are 
en route from the final 
bake oven to the un- 
loading area. 
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this finishing system, the fixtures are 
rotated in the washers, dryers, and 
paint spray booths. Figure 7 shows 
moldings moving toward the washer 
(left conveyor), and toward the unload- 
ing area (right conveyor). 

The racks from which the moldings 
are suspended are of the company’s 
own design, based upon the recommen- 
dations of the Ransburg Electro-Coat- 
ing Corporation. In order to position 
the various sized parts properly in the 
electrostatic fields of the paint booths 
and to obtain maximum efficiency in 
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Fig. 9—Ford window mold- 

ings leave the primer booth 

and go to the prime coat 
oven. 


conveyor loading, five 

different rack designs 

are employed. 
Products are washed 

and rinsed by being ro- 

tated under banks of 

Nozzles in the washing 

machine. The washing 

(and rinsing) machine 

has two exhausts, one 

for each compartment. 

Both solutions are recirculated, and 

temperatures in each unit are control- 

led automatically. The dryer, which is 

located right next to the washing ma- 

chine (see Fig. 8), uses gas heat. It is 

of the hot air recirculating type and 





therefore needs only 10 per cent of its 
total volume in fresh air for makeup. 

All painting is done in spray booths 
utilizing Ransburg’s No. 1 Electro- 
Spray Process. There are two fields in 
each booth, one on each side (see Fig. 


Fig. 8—Washing and rinsing unit (left) and dryer in background. Pump and storage tank of the 


recirculating system may 
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be seen in the foreground. 
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9). Each field has two spray guns, and 
as the parts rotate while passing 
through the fields, they are painted go- 
ing in and coming out. The field is 
maintained at a difference in potential 
of 140,000 volts and carries 1/1000 of an 
ampere. Should this field be broken by 


Fig. 10 — Window moldings 

leave the finish coat oven, 

ready for packaging and 
shipment. 


the parts swinging into 
the electric field, a red 
light and bell warn the 
operator. 

Pressure in the spray 
guns depends upon the 
paint being used. Fluid 
pressures range from 2 
to 6 p.s.i. and atomizing 
air from 25 to 35 p.s.i. 
In the first booth where 
the primer coat is ap- 

plied, small spray gun tips are used 
since a thin coat is desired. 

In the second booth the cover or 
major coat is applied, large tips on the 
spray gun being used for this purpose 
(see article heading). In the third booth 
a thin deposit of the same cover coat 


Fig. 1l—Applying a protective coating to seat frames and interior strips by dipping and air drying. 
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or a clear coat is applied with fine tips. 
The purpose of this second coat is to 
achieve the high quality finish requir- 
ed. The total film thickness of the coat- 
ing thus applied is 2 mils. 

In the rear of each paint booth is a 
waterfall for collecting the low per- 
centage of paint that bypasses the parts 
being painted. Paint thus lost amounts 
to two-thirds of a barrel per day. This, 
it is stated by the paint foreman, is 
very low in comparison with hand 
spraying, a substantial saving in paint 
being realized. 

After receiving the primed coat, 
parts pass through the 27-foot 8-inch 
primer coat oven. After the first appli- 
cation of the final coat, the parts are 
allowed to air dry for 4% minutes 
through a U-bend in the conveyor; 
after the final application of the paint, 
the parts are dried in an oven similar to 
the one used for baking the prime coat. 
Both of the refractory Burdett Ovens 
use infra-red radiant heat gas burners 
for their source of heat (see Fig. 10). 

To avoid spoilage due to dust and 
other minute particles in the air and 
thus get a better finish, the spray 
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Fig. 12—Stripping and rinsing tanks 
for conveyor racks. 
(All photos by PRODUCTS 
FINISHING) 


booths are kept under a slight 
pressure. Air is withdrawn 
from each booth by 54-inch 
diameter exhaust ducts. Fresh 
air is supplied through air 
make-up units, which are lo- 
cated in front of each spray 
booth. These units are auto- 
matically controlled; and fil- 
ter, temper, and, in winter, 
heat the air. 
Finishing Seat Frames 
Seat frames, and certain 
other types of moldings, re- 
ceive a temporary protective 
coating. This coating, EWB-83 made 
by the Cincinnati Varnish Company, 
has an asphalt base and is applied 
in a mechanized setup by dipping and 
air drying (see Fig. 11). The work 
is suspended from a Buschman Univer- 
sal Cable Trolley Conveyor approxi- 
mately 246 feet long. The rate of travel 
of this conveyor is 4 f.p.m. and allow- 
ance is made for the 45-minute drying 
period this type of coating requires. 


Stripping 


To keep contacts on the conveyor 
racks in good working order, they are 
stripped once a week. This operation is 
done in two tanks of 700-gallon capa- 
city each. The first tank contains a 


caustic, Klem Chemical Strip Aid, 
which is used hot. The second tank is 
used for rinsing, being filled with 
water. Temperature control on the first 
tank is automatic and vapors are drawn 
off through a header connected to three 
stacks (see Fig. 12). A basket, connect- 
ed to an overhead monorail hoist, is 
used to dip the racks into the cleaner 
and rinse tanks. 

Use of modern equipment and sound 
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WASHING MACHINES 
FOR INDUSTRY 


CINCINNATI, OHIO 
SERAL TAN CAP 


Means 


“quality control” 


in your metal products 
washing operation! 


ALVEY-FERGUSO 


THE ALVEY-FERGUSON COMPANY 
623 DISNEY ST SINCE 1901 CINCINNATI 9, OHIO 
OFFICES OR REPRESENTATIVES IN PRINCIPAL CITIES 
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Glove Buying 
Know-How... 
Pays You 
Dividends! 


Stanzoil 


The right glove for every job pays off in: 


NL-34 Duplex. 
Lightweight, 
elastic knit 
lined, neoprene- 
® coated. Non-slip 
fingers. Utmost 
comfort. 


* More glove service at lower per-hour cost 
* Full protection for your workers 
% Fewer work stoppages and injury claims 


* More protection through faster- 
working hands 


Lack of glove protection costs you money— 
but so does loss of worker efficiency. No 
one glove is effective for a// jobs in your 
plant. Get the best combination of protec- 
tion and working speed. PIONEER’s new 
woe catalog tells you how! 
Advice is unbiased, for 
Stanzoils include all kinds 
of liquid-tight gloves: all- 
neoprene, neoprene or 
vinyl-coated; 32. styles, 
weights, sizes, colors. 
Scientific selection boosts 
profitable production. 
Write for this helpful 

catalog today! 


Industrial Products Division 


The PIONEER Rubber Co. 


685 Tiffin Road, Willard, Ohio 


STANZOIL 


vER| 30 Years oF Quality GLOVE MAKING 


P.S. if your glove problems 
are unusual because of the nature 
of your product finishing opera- 
tions, PIONEER- welcomes the 
opportunity to help you solve 
them. Write us about your needs 
and problems — you'll save 
money, improve your glove 
service. 
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principles of operation has made this 
plant a highly efficient unit. Savings, 
ease of operation, and_ versatility 
(colors can be changed in six feet of 
conveyor length or in the distance of 
two racks) are achieved in the finish- 
ing department, which serves as an ex- 
cellent example of mechanized finish- 
ing plant design. 


The 600 enameling furnaces in the 
porcelain enameling industry could heat 
treat approximately 70 million pounds of 
war work daily if the entire industry were 
required to convert its facilities. In addi- 
tion, a related amount of pickling facili- 
ties would be available. 





Six per cent or more of nickel, when 
added to chromium stainless steels, pro- 
duces a series of improved corrosion-re- 
sistant alloys known as austenitic chro- 
mium-nickel stainless steels. 


PAGES OF | 
FACTS FIGURES 
PHOTOS ON 


BARREL | 
FINISHING 


The MOST COMPLETE | 
\ story on barrel finishing | 
guntint | ever told: Opens your eyes | 
“eget to amazing new develop- 
— , ments in barrel finishing 
. | equipment - compounds, 
——— Write Today! 


Pam: ersheen 


AMERICA’S LARGEST MFGR. OF ADVANCED BARREL 
FINISHING EQUIPMENT, MATERIALS & COMPOUNDS 


ALBERT LEA, MINNESOTA 
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MacDermid compounds are 


@ Laboratory pre-tested 


® Proven on production lines 


@ Guaranteed superior 


®@ Available in all 
principal cities 


Write TODAY 
FOR Free 
DATA 
SHEETS / 





( dc DERAD >) 


Oncorporate 
peer 20, CONNECTICUT 


MACDERMID BRIGHT COPPER PROCESS 


Produces mirror bright deposits—easily chrome 
plated. Low metal bath — smooth deposits — 
120° F — 140° F operating temperature. 


Write for Technical Bulletins. 


ALUMETEX 


You can electroplate directly on aluminum on 
all commercial used alloys with this process. 
Assures excellent adhesion and lustre. 


Write for Data Sheet No. 13. 


ANODEX N.P. 


This special variation of the original Anodex 
reverse current cleaner will give longer life — 
controlled foam blanket — non-popping. 


Write for New Data Sheet. 


METEX COPPER BRIGHT DIP 


Chemical room temperature bright dip for cop- 
per. Aids in producing bright, lustrous chrome 
deposits directly on copper. 


Write for New Data Sheet. 


ALUMINUM BRIGHT DIP 
An acidic formula which produces a superior, 
brilliant lustre on most types of non-silicon alu- 
minum alloys. Write for Data Sheet No. 21. 











LOWEST “Per Unit Production” 
FINISH BAKING COST 


Typical of many thousands 
of cost-saving Fostoria installations is 
the oven pictured- above at the Tropic- 
Aire Co. (Div. McGraw Electric). This 
oven is used to bake gloss white and 
various color wrinkle-type finishes on 
electric heaters, roasters, roaster cabinets, 
etc. The oven is double switched to pro- 
vide variations for different type finishes. 
Baking time for both type finishes is 10 
minutes. Another Fostoria oven handles 
burn-off of oils and compounds in 3 
to 4 minutes. Both ovens are ceiling 
mounted, saving considerable floor space. 


SEND FOR COMPLETE 

FACTS — Write for this 

brochure of technical facts 
on Infra-red with case 
histories of many installa- 
tions. Tell us about your 
particular problem and 
we will include data di- 
rectly applicable to your 
operations. 


THE FOSTORIA tif 





ges GOLDEN WALL-EVENRAY, 


REFLECTION 


FINN 


Everywhere, finishing departments are cutting costs, speeding 
production, saving floor space, saving manhours by moderniz- 
ing with Fostoria Infra-red ovens. No other method of heating 
is so amazingly fast, so easily controlled, so highly efficient. 
Like the sun, Infra-red lamps radiate electro-magnetic rays 
which create heat instantly when directed upon any object. 
Fostoria Golden Wall-Evenray reflection is the vital key which 
directs, reflects and redirects these Infra-red rays uniformly 
with the highest productive utilization of energy. Only Fos- 
toria has it! The result is finer fimishes, 
faster production and particularly lower 
“per unit” baking cost than with any other 
98% ‘ 
oven. 
GOLD — 





PROCESS ALUMINUM 


65-75% 
POLISHED ALUMINUM 


40-50% 


PAINTED ALUMINUM 


GOLD PLATED OVEN WALLS 
Gold is by far the best reflector of Infra-red 
rays, 98% efficient. There is practically no 
energy loss through the gold plated Fos- 
toria oven walls. Use of any other reflecting 
surfaces would absorb and waste from 15% 
to over 50% of all Infra-red rays. (See 
chart.) Obviously, the KW consumption 
per unit production is much less with a 
Fostoria oven. 


Highest productive utilization of energy 
— lowest energy loss 


Uniform heat distribution to all product 
surfaces 


Instantaneous heat, instantly controlled 
—no stand-by time — no overheating 


Lowest unit production cost and finest, 
most durable finishes 


Listed by Underwriters’ Laboratories, Inc. 


" EVENRAY REFLECTORS 


Fostoria gold plated reflectors are scien- 
tifically designed to direct and uniformly 
distribute energy on the product béing 
processed. This is vital. There are no hot 
spots. Whatever the critical temperature of 
the finish is, Fostoria ovens produce the 
temperature evenly over the whole product 
surface. Only Fostoria has it. 


PRESSED STEEL CORPORATION, Fostoria, Ohio 


Oldest and Largest Manufacturers 


of Industrial Infra-red Ovens 














Bright Dipping Brass 
Compacts 


By MARVIN RUBINSTEIN 


Electroplating Consultant to fhe Government of Israel 


RIGHT dipping is the orphan 

child of the finishing industry. 

Fewer operations require more 

exacting techniques, more pre- 
cise timing, more ingenious ‘angles” 
in setting up a tricky item for batch 
production. Solution concentrations 
change too rapidly for analysis to be 
effective. Odd shapes create drainage, 
dragout, and rinsing problems. Fresh- 
ly dipped metals often tarnish with 
such rapidity that quick drying be- 
comes a “must.” The answers are all 
“rule of thumb”; no laboratory manual 
or supplier’s instructions offer much 
guidance or help. 

The author has successfully tackled 
many bright dipping problems, but two 
particular operations are of special in- 
terest. The first was at a time when 
brass stock became unobtainable. The 
Hickok Manufacturing Company of 
Rochester, N. Y., was manufacturing a 
brass suspender clip consisting of three 
parts, all bright dipped and barrel bur- 
nished. The problem was to replace 
these parts with brass plated steel 
without changing the finish. The ans- 


Fig. 1—(right) Alternate rows of compacts, 

both before and after bright dipping. Note the 

high degree of reflectivity on the dipped com- 
pacts, particularly on the inside surfaces. 


wer consisted of a five-hour barrel brass 
plate in large loads, followed by bright 
dipping in baskets and wet tumbling. 
Barrel brass plating a constant color 
was a headache in itself, but the bright 
dipping took a special kind of skill. 
Split-second timing was required. If 
too short a dip was employed the clip 
wasn’t bright enough. With too long a 
dip, a steel or motley colored part 
would result. In the bright dipping 
timing cannot be done by the clock. 


cata 











Mavis Rubinstein attended Corne!] University where he studied chemistry 
and chemical engineering. Since 1943, he has served in various positions as a 
chemist, plater, plant manager, sales engineer, and consultant. He is presently 
in Israel as a consultant with the Israeli Government on aircraft finishing 
problems. 



















The proper timing depends on the age’ eye, by feel, by instinct. So here was 
and strength of the bath, its tempera- a case where the procedure was easily 
ture, and the degree of agitation and set up and the dips easily controlled; 
rinsing. Only the man behind the bas- but timing was the tricky part of the 
ket can time for optimum results—-by operation. 










Requirements of the Operation 


In a more recent problem, the bright 
dipping of pouch-type compacts at 
Lerick, Inc., timing was not the crux 
of the matter; here, the difficulty was 
setting up an effective procedure to 
overcome troubles in cleaning, proper 
drainage, and drying of a bow! shaped 
item. The item to be dipped was the 
bottom of a pouch-type compact, a 
round brass shell about 2% inches in 
diameter, and °. inch deep. All around 
the circumference, the sides were “bel- 
lied” outward, so that the diameter at 
the opening on top was only 2% inches 
and the diameter of the flat portion of 
the base was 2% inches. Some bases 
were plain; others had a simple design 
of numerous concentric circles. All had 
two holes on the top rim for inserting 
the pin which fastens the cover to the 
compact. Most parts were made of a 
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gold colored brass, about 87-13 in com- 
position. The metal was moderately 
clean, having only a slight, though ir- 
regular tarnish, and covered with a 
light layer of water soluble oil. 

Since, in a subsequent operation, all 
outside surfaces were to be buffed and 
colored, the results of bright dipping 
the insides were of paramount import- 
ance. The problem was to get a clean, 
dry, regular bright dipped finish on the 
shell, with particular emphasis on the 
insides where the only extra finish was 
to be a coat of lacquer. This had to be 
done consistently, in large production 
lots, using a minimum of time, labor, 
equipment, and additional expenses. 

Handling and Drainage 

The depth and peculiar shape of this 
compact made proper drainage the 
paramount problem of the operation. 
Naturally, mounting the parts on well 
designed racks would have given the 
best drainage possible. Just as natural- 
ly, this was not the efficient answer. 
It would have meant purchasing a num- 
ber of expensive racks plus an extra 
racking operation plus an extra un- 
racking operation. In addition, a good 
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sized rack could not have handled more 
than fifty parts at the most, probably 
less. To dip 5,000 compacts a day in this 
fashion was out of the question if any 
other way could be found. 

Finding racks unsuitable, baskets 
were considered. This eventually solv- 
ed the problem, but not without diffi- 
culties. The baskets were loaded by 
hand, each compact bottom being plac- 
ed face downward as neatly and as 
compactly arranged as possible. A wire 
screen, slightly larger in diameter than 
the basket, was forced into position on 
top of the load to keep the parts from 
rising out of the basket during the 
dipping operation. 

Troubles arose immediately. Those 
compacts which remained in position 
did not clean, bright dip, or dry proper- 
ly. Each compact served as an air-tight 
compartment, trapping an air bubble 
which prevented the solution from 
reaching large areas of the inside of 
the compact. Similarly, water vapors 
were trapped during the drying opera- 
tion, preventing the inside from drying. 
Also, the round shape of compact bot- 
toms kept them from clustering effec- 

tively, and many shifted 
positions in spite of the 
wire screen. The result 
was that those com- 
pacts which had turned 
over or on one side act- 
ed as scoops, collecting 
and dragging out large 
volumes of solution, giv- 
ing bad finishes and 
ruining the dips. 

After trying several 
variations of racking 
positions, a successful 


Fig. 2—Arranging compacts 
in baskets for cleaning and 
bright dipping. Note the wire 
screens used to separate 
layers of compacts. 


February, 1952 











loading arrangement was found. The 
compacts were arranged in layers, face 
down. Between each layer was placed 


a stainless steel screen, slightly smaller 


in diameter than the basket; the tight 
“holding” screen 
was placed on top. 
This arrangement 
kept the compacts 
from shifting and 
changing posi- 
tions, thus elim- 
inating any drag- 
out difficulties. To 
solve the entrap- 
ped air bubble 


Fig. 4—Bright dipping 
operation. Here again 
the baskets are held 
at an angular posi- 
tion and rotated to 
avoid air bubble 
marks on the inside 
of the compact. Note 
crocks in the cold wa- 
ter tanks in back- 
ground. 
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Fig. 3—Degreasing compacts in basket lots. 
The baskets are held at a 45 degree angle and 
rotated through a complete turn. 


problem, a simple process was used. 
Extra large containers were employed 
for the acid solutions. Instead of dip- 
ping the baskets vertically, they were 
dipped at a 45 degree angle to the sur- 
face, and rotated clockwise through a 
complete turn. The inevitable air bub- 
ble resulted; but, rotating the basket 
caused the bubble to travel competely 
around the inner rim. Likewise, the 
solution followed the bubble around 
this course, making thorough contact 
with all the surfaces of the compact. 

A stainless steel basket 10 inches high 
and 10 inches in diameter was found 
best for this job. The basket was con- 
structed of 4 x 4 mesh made of 0.063 
inch diameter wire and had a sturdy, 
inflexible handle. Separators, also of 4 
x 4 mesh (0.052 inch diameter wire) 
were cut to a diameter of 9% inches. 
The top screen for holding the load in 
place was a 10-inch square of 8 x 8 mesh 
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(0.032 inch diameter wire) that had 
been bent over so that it just managed 
to fit into the basket and stick there. 
With this setup there were 10 compacts 
to a layer and at least 10 layers of com- 
pacts to a basket—a total of 100 com- 
pacts per load. Five thousand com- 
pacts a day were 

bright dipped by a 

this method. 


Cleaning 

As was men- 
tioned previously, 
a thin film of 
water soluble ma- 
chining oil had 
to be completely 
removed before 
the compacts 
were ready to 


Fig. 6—The compact 
bottoms are degreas- 
ed in special type 
baskets after being 
buffed. They are then 
laid out on screens 
for lacquering. 
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Fig. 5—Buffing the bases of the compacts. This 
operation is carried out on an automatic buff- 
ing machine. 


be bright dipped. Since the compact 
metal is relatively thin (0.016 inch) 
and heats up rapidly in a degreaser, a 
simple vapor-type degreaser is usually 
unsatisfactory. Insufficient condensate 
is formed and inadequate cleaning re- 
sults. Also, as in every other operation, 
one had to remember to completely ro- 
tate the basket in each cleaning bath 
to ensure solution contact all over the 
inside of the compact. 

To satisfy these requirements, the 
following procedure was used. A two- 
compartment degreaser was used. Per- 
chlorethylene, rather than _ trichlore- 
thylene, was used as a solvent, in order 
to increase the effective quality of con- 
densate. After loading, the basket was 
held in the vapor compartment of the 
degreaser for twenty seconds, dipped 
in the liquid solvent, and returned to 
the vapor for about ten seconds more 


tre: tireerrrr yr? : 
ry sorrel q 
Py ark ee thr? 
warere. 
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Fig. 7—Spray lacquering the 
insides of pouch type com- 
pacts. Bright dipping is the 
only brightening operation 
which has been used on the 
insides of the compacts. 


before being slowly 
withdrawn. This was 
followed by a 30-second 
dip in a solution of boil- 
ing potash (5 oz./gal.) 
to remove any stubborn 
dirt spots or solvent 
films remaining. Two 
running water rinses 
were next employed to 
remove all traces of 
alkali. Through all 
these steps, the basket was immersed 
at a 45-degree angle to the surface of 
the solutions and rotated through at 
least one complete turn. 


Bright Dipping 


Following a thorough rinse and 

drain, each basket of work was then 
given a good bright dip of from 10 to 
40 seconds. Though several types of 
dips are satisfactory, a conventional 
bright dip of the following composition 
was used: 
SSUREUINIC CIO -.5..05.cecscccceiscansson 
Nitric acid. ........ Gee 
Water i eee 1% gallons 
Muriatic acid . 3 ounces (fluid) 
Wood Soot (carbon black) ....as needed 
Large diameter 20-gallon crocks were 
used as containers. This large volume 
served to maintain the acid concentra- 
tion better, and afforded ample room 
for manipulating and rotating the 
wire baskets. 

Two dips were maintained in the pro- 
duction line so that one would always 
be available while the other was being 
refilled or renewed. In addition, a 40- 
gallon storage tank was maintained, 
so that fresh, properly made solution, 
would always be ready to replace the 


gallons 
gallons 
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considerable dragout from the acid 
dips. In making up the storage solution 
only one third of the normal propor- 
tion of water was used. This was done 
to compensate for the large water 
dragin during the bright dipping opera- 
tion. A couple of handfuls of soot were 
added to each new storage solution. 

Timing was extremely important. 
For a fresh or strong bath, fifteen 
seconds in the dip was ample. As the 
dragin increased the water content of 
the bath, only 8 to 10 seconds in the 
bath produced a good bright finish. 
However, an optimum water concen- 
tration was reached, and from then on 
the dipping time necessary quickly in- 
creased to the point where as much as 
40 seconds were needed. A bath requir- 
ing more than 40 seconds generally 
gave inconsistent or “half-dipped”’ fin- 
ishes and had to be renewed with an 
acid addition. Ordinarily, baskets were 
rotated and thoroughly drained before 
bright dipping. However, where a bath 
was slow due to a low water content, 
the operation could be sped up by dip- 
ping the compounds while they still had 
a heavy water film on them. 

After the bright dip, the baskets were 
drained while rotating and thoroughly 
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by using ARROW 


PRE-COLORED 


could you save 

by eliminating your 

finishing department? 

Why not have Arrow 

furnish you with Pre-coLorep 
coils ready for roll forming or 
Stamping! In fact why not have 
Arrow also do the forming! 


Arrow’s process of continuous strip 
alodizing and color-coating has 
caused a sensation in the field of light 
metals fabrication. Many industries 
are now using ARRow’s PRE-COLORED 
coil with outstanding success. 


Arrow’s baked-on enamel finish in 
all colors on steel and aluminum coils 
ig corrosion and scratch-resistant. It 
combines hardness with flexibility. 


Why not investigate ARRow Services! 
We are prepared to handle an order 
of any size—large or small. Our 
engineers will be glad to analyze 
your problems without obligation. 


Our services include: 


Continuous Color Coating 
Alodizing + Slitting 
Rell Ferming 


ARROW 


METAL PRODUCTS CORP. 
HASKELL, N. J. 
Pompton Lakes 7-1820 
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rinsed in two consecutive running 
water rinses. Proper time for draining 
was about 5 seconds, a compromise be- 
tween a maximum saving of acid solu- 
tion and a minimum of over-etching of 
the metal. The two water rinses were 
followed by a dip in a cyanide solution 
(4 0z./gal. of sodium cyanide) to re- 
move any tarnish caused by the nitrous 
oxide fumes rising from the bright dip. 
Naturally, an_ efficient ventilating 
hood was used, but some tarnish due 
to fumes still occurred, particularly in 
very fresh or in nearly spent dips. Two 
additional running water rinses fol- 
lowed the cyanide dip. The drying op- 
eration completed the process. 


Process Control 


Control of the quality of the bright 
dips depends upon an accurate know- 
ledge of the function of each constitu- 
ent in aiding the brightening action. 
The nitric acid serves as the primary 
dissolving agent. However, in the ab- 
sence of sulfuric acid, its action 
would be too severe and create an etch- 
ed surface. The sulfuric acid serves to 
inhibit the action of the nitric, there- 
by ensuring smoother, less etched fin- 
ishes. In using a bright dip for copper, 
the muriatic acid would not be neces- 
sary. With brass, however, muriatic 
serves the important function of coor- 
dinating the solution of both the cop- 
per and zinc in the alloy. In the absence 
of muriatic, nitric acid dissolves more 
copper than zinc. The excess zinc re- 
maining on the surface leaves a dull, 
grayish finish. Thus, if the operator 
notes such a finish, he knows immedi- 
ately that the bath requires an addi- 
tion of muriatic (hydrochloric) acid. 

For ease of control, sodium chloride 
(table salt) is used in controlling the 
chloride content of the solution in place 
of the muriatic acid. One or two hands- 
ful will usually suffice to correct the 
aforementioned condition. An excess of 
chlorides, either as salt or muriatic 
acid, creates a condition in which more 
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Rhodium is one of the six platinum group metals. It is 
hard and has an untarnishable brilliant white color. 
In electroplating, it produces beautiful results and is 
widely used for this purpose in jewelry — even pre- 
cious metal jewelry. Its high reflectivity makes it 
excellent for mirrors for motion picture projectors 
and similar purposes. With restrictions upon usual 
plating metals, rhodium is the logical alternative for 
plating optical mounts, contacts for communication 
equipment, radar components, pen and pencil sets 
and a host of like objects. 








Commercial rhodium plating was developed 
in our laboratories. 


BAKER & CO., INC. 


T13 ASTOR STREET, NEWARK.-5, N. J. 
NEW YORK e SAN FRANCISCO » CHICAGO 
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zinc is dissolved from the surface than 
copper. Thus, when the operator notes 
a dull, reddish finish, he knows that 
there is too much chloride in his bath. 
This is not as easily overcome. If the 
bath level is low, he can decrease the 
percentage of chloride by adding more 
sufuric and nitric acids in the ratio of 
two to one. Otherwise, he can add an- 
other handful of soot, mix it thorough- 
ly, and skim it off the top when it rises. 
The soot will adsorb excess chlorine. 

Water in the bath allows the various 
acids to ionize, or dissociate, thus in- 
creasing the speed of the bright dip- 
ping action. Acids in their concentrated 
forms dissociate very little. With suffi- 
eient water in the bath for proper dis- 
sociation, the nitric and muriatic acids 
“attack” the metal surface, forming 
nitrates and chlorides of both copper 
and zinc. These in turn react with the 
sulfuric acid to form hydrated sulfates, 
which precipitate in the solution, leav- 
ing the nitrate and chloride ions avail- 


able for further attack. In the absence 
of enough water, both the initial action 
of the acids and the subsequent regen- 
eration through the formation of hy- 
drated sulfates is considerably slowed 
down. Thus, if a fresh or strong bath 
is working too slowly, merely add 
water. Naturally, as previously noted, 
too much water will also slow down or 
eliminate the bright dipping action, 
since not enough acid will be present to 
do the work. 

The function of wood soot (or any 
other type of soot) in the bath is still 
open to argument. As previously men- 
tioned, it is particularly useful where 
an excess of muriatic acid exists, the 
probable explanation being preferen- 
tial adsorption. Of course, it may have 
an inhibiting action of a different sort. 
In addition, the soot undoubtedly 
serves much in the way that a wetting 
agent would. It serves to ensure bet- 
ter contact of the solution with the 
work and tends to form a foam blanket 
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Metal. > too ] Must Be Washed! 


Yes. not just on Mondays, but 


every day of the week, 24 hours 
a day, metal cleaning problems 


confront the nation’s industries. 
Too often, responsible personnel 


attempt to dismiss them by re- 


sorting to so-called ‘“‘cure-alls”’. 


17908 Ryan Rood 


Unlike the old-fashioned wash 
tab, metal cleaning equipment 
must be designed for a particular 


product and a specific process. 


Whether your problem concerns 
between-operations, cleaning or 
paint preparation, insist on wash- 


ers especially tailored by— 





Detroit 12 
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One Unit 
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That's one big advan- 














tage of INDUSTRIAL'S 
Unit Heat Exchangers—you use the same 
unit for both heating and cooling. Main- 
taining the desired working temperature, 
by alternate heating and cooling in the 
one unit, simplifies controls and operation. 
The units are adaptable to either manual 
or automatic control. 


INDUSTRIAL'S Unit Heat Exchangers are 
available complete with pump and stand, 
or tubes alone can be had for wall or 
ceiling mounting. A wide choice of capac- 
ity, too, is possible by using from one to 
six tubes in a unit. Special units are readily 
engineered to meet unusual capacity or 
space requirements. 


Write for full recommendations 


Water Demineralizers . Filters 


INDUSTRIAL FILTER 
& PUMP MFG. CO. 


5904 Ogden Avenue Chicago 50, IIlinois 
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at the surface. This surface layer helps 
control fuming and ties up at least 
some of the grease or dirt, which may 
be dragged into the bath. 
Temperature of the bath is an im- 
portant variable. An increase in tem- 
perature acts much like an excess of 
muriatic acid, resulting in a redder, 
more coppery finish. It also rapidly in- 
creases the rate of solution; a rise of 
18 deg. F. makes a bath work about 
twice as rapidly, often to an extent 
where excess etching occurs. For best 
and most consistent results, the bath 
should be operated at room tempera- 
ture. However, everything about the 
bath tends to increase its temperature. 
Making up a new bath releases heats 
of solution and formation. Adding 
water to any bright dip releases heat 
of hydration. Working the bath re- 
leases heat of reaction. As a result, new 
baths must be cooled over night before 
use. Crocks and acid containers should 
be immersed in cold running water 
during operation. Baskets of work 
should be thoroughly drained before 
dipping to keep dragin to a minimum. 
At this point, it would be wise to note 
that in making up a new solution, the 
acids should be added slowly to the 
water rather than the water to the 
acids. Such a large quantity of local 
heat is released in adding water to sul- 
furic acid that a nasty explosion is apt 
to occur. Reversing the procedure pre- 
vents this. 
Drying Bright Dipped Compacts 
The drying operation was most diffi- 
cult to design and specify. Initially, 
four conventional methods of drying 
were considered. These were: direct 
drying after a dip in boiling water, 
sawdust drying, force drying in an oven 
with an attached blower, and drying 
in a degreaser. These methods did not 
solve the dying problem satisfactorily. 
Failing to dry the work by conven- 
tional means, other methods were tried. 
A water displacement liquid was con- 
sidered. Water displacement liquids 


February, 1952 

















FOR PIECEWORK OR PRODUCTION-LINE OPERATION 


VAPOR DEGREASING 


GIVES YOU SPEEDY, EFFICIENT METAL CLEANING 


Any size or shape part, no matter how 
intricate, is thoroughly cleaned by vapor 
degreasing with Du Pont ‘‘Triclene’’ D 
Trichlorethylene. Parts come out clean, 
warm and dry, instantly ready for the 
next operation. And the heaviest oils and 
grease are often removed in less than a 
minute! 
Compact, efficient vapor degreasing 
«+» MANUALLY OPERATED * equipment is available to meet a wide 
‘ range of production capacities. Whatever 
the type unit, ‘“Triclene’’ D is recom- 
mended to give you the best possible per- 
formance. With it comes Du Pont service 
A vapor degreaser is ideal for and an experienced organization to assist 
cleaning small parts. Equipment your metal cleaning program. 


is simple, timesaving and easil corn: ” 
pia coe its , lrriclene’’ D has been used for metal 


degreasing for many years by thousands 
..« CONVEYORIZED of plants. It’s the most stable, the best, 
degreasing solvent we know how to make. 
It stands up under moisture, air, heat and 
other destructive influences which may 
be found in degreasing. 


operated, 


’ 


“Triclene’”’ D is so pure that control 
and maintenance of degreasing operations 
are easy and economical. And it’s readily 
recovered for re-use from sludge and resi- 
due because of its narrow boiling range. 

The coupon below 
will bring you the facts 
about vapor degreas- 

Cast iron compressor blocks for refrigerator units are carried by conveyor ing with ““Triclene”’ D. 
through a vapor degreaser. Conveyor systems are frequently used in vapor 

degreasing to maintain high production in larger scale operations, or when 

heavier ports are being handled. 


Mail the coupon below for more facts on vapor degreasing. 


non- 


DU PONT fammoble SOLVENTS 
for VAPOR DEGREASING 
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have a lower specific gravity than 
water; thus, when wet work is dipped 
into them and agitated, the liquid dis- 
places the water at the surface of the 
work, and the water sinks to the bot- 
tom of the container. The displacement 
liquid is more volatile than water. 
When the work is pulled out, the dis- 
placement liquid dries much more 
quickly than water would. Finally, the 
water displacement liquid is much less 
corrosive than water and will not ordi- 
narily tarnish brass. 

Experimental work showed that 
though the water displacement liquid 
did displace the water and did evapo- 
rate more quickly from the parts, some 
of the vapor was always trapped in- 
side the compact. The perfectly dry 
surface needed for successful lacquer- 
ing was not obtained. To solve the prob- 
lem, the basket of work was dipped 
into the water displacement liquid at 
the usual 45-degree angle and given a 
complete revolution in the solution for 


about 15 seconds. It was then thorough- 
ly drained while being rotated and 
twirled by hand. This was followed by 
a dip into a degreaser using perchlore- 
thylene as a solvent. The brass com- 
pacts then came out bright and bone- 
dry—ready for immediate lacquering. 
Details of operation of this process 
include the fact that the displacement 
liquid was held in a twenty-gallon crock 
with a spigot at the bottom. The water 
at the bottom was drained off regular- 
ly through the spigot; fresh solution 
was used to replace it. Thorough drain- 
ing should follow the dip into the sol- 
vent, both to save an expensive mater- 
ial and to prevent contaminating the 
perchorethylene too rapidly. A two- 
compartment degreaser was used, the 
work going from the vapor phase to the 
boiling liquid stage back to the vapor 
phase. It was then slowly removed from 
the degreaser. Naturally, the basket 
was held diagonally and rotated com- 
pletely during each step. The degreaser 
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PLATING and PICKLING 


WOOD TANKS 


“Custom-Bullt™ 
to fit your needs 


Want a standard or special size plating or pickling tank? 
Want it built of fir, oak, cypress or redwood? Then, 
Kalamazoo can build it for you... and do it better. 
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mum maintenance. 


Don’t settle for less. Investigate Kalamazoo. Write for 
estimates and suggestions. 
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Schmieg engineers, is planned precisely for your plant and product—coordinated into a speedy, 
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the job through—from initial designs to completed machines, set up and ready to operate in 
your plant. 

Our engineers will be pleased to consult with you in the solution of your problem. 
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used for drying was not used for any 
other operation, and was cleaned regu- 


larly. Care was taken to keep water out. 


Great care had to be taken to rinse 
thoroughly in clean running water be- 
fore going into the displacement liquid. 
Acid or cyanide dragin, or any impuri- 
ties from the water rinse, acted as 
emulsifying agents in the displacement 
liquid. This was particularly true if 
wetting agents from any commercial 
cleaners were present in the rinse 
water as dragin from some other op- 
eration. When rinsing was incomplete, 
a thick white emulsion composed of 
water, displacement liquid, and impuri- 
ties resulted. This emulsion, although 
it never settled out, did not immediate- 
ly affect the work; it did, however, 
form a scum which would eventually 
ruin the degreasing solvent. This short- 
ened the life of both the degreasing 
_solvent and the rather expensive dis- 
placement solvent. Careful rinsing pre- 
vented all of this. 


Summary 

To summarize, a good procedure for 
bright dipping pouch type compacts is 
as follows: 
. Load in baskets. 
. Degrease, 1 minute. 

Hot potash, 30 seconds. 
. Double cold water rinse. 
. Bright dip, 10 to 40 seconds. 
. Double cold water rinse. 
. Cyanide dip, 10 seconds. 
. Double cold water rinse. 
Water displacement liquid, 15 
seconds. 
10. Dry in degreaser, 1 minute. 
11. Unload. 


Bright dipping odd-shaped and hol- 
low items presents a myriad of difficul- 
ties. The problems can be solved, but 
extreme care and ingenuity must be 
shown in developing procedures for 
handling, cleaning, dipping, solution 
control and drying. When this is done, 
excellent results can be obtained. 
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You can save dollars on your cleaning operations by installing 
CIRCO Vapor Degreaser in your production line. With its use metal 
parts cleaning is speeded up and made more efficient. Grease, oil and 
dirt are quickly and effectively removed from the parts by the vapors 
of the solvent. Chips, insoluble impurities, buffing compounds and stub- 
born dirt are completely removed with clean solvent flushing. Mainte- 


nance and operation costs are at a minimum. Solvent is distilled and 
reclaimed automatically. 


WRITE FOR—complefe catalog — CIRCO VAPOR DEGREASERS available in all types, vapor, vapor- 
immersion, vapor-spray and combinations. All sizes from small batch- 


Use PER-SOLV or CIRCO-SOLV e degreasers to custom-built monorail or cross-rod conveyor models. 
for oll Vapor Degreasing requirements telnet ‘ ¥i me viii 1666 


TOPPER EQUIPMENT COMPANY 


MATAWAN, NEW JERSEY i OFFICES IN PRINCIPAL CITIES 
MANUFACTURERS OF VAPOR DEGREASERS AND METAL PARTS CLEANING EQUIPMENT 
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Can you tell this steel” 
by its sparks? 


Grinding experts know the answer. 
These sparks identify a *high-carbon 
steel. And it’s that extra shower of 
sparks that tells you a 3M Abrasive 
Belt’s in use. 


3M Belts produce more sparks be- 
cause 3M Belts cut faster. They last 
longer, too, give a smoother finish 
at lower cost than ordinary abrasives. 


Our 3M Engineers have the answer 
to many other questions — your 
questions on grinding and finishing. 
For their free help, write: 3M, Dept. 
PF-22, St. Paul 6, Minnesota. 


COLOR: WHITE 


Made se enger by Minnesota Mining & Mfg. Co., St. Paul 6, Minn.— 

also makers of ‘‘Scotch’’ Brand Pressure-sensitive Tapes, ‘‘Scotch’”’ 

Sound Recording Tape, ‘‘Underseal’’ Rubberized Coating, ‘‘Scotchlite”’ A B 4 A 4 lV FE 
Reflective Sheeting, ‘‘Safety-Walk’’ Non-slip Surfacing, ‘‘3M’’ Adhesives. 

General Export: Minn. Mining & Mfg. Co., International Division, BELTS 
270 Park Avenue, New York 17, N. Y. In Canada: Minn. Mining & 

Mfg. of Canada, Ltd., London, Canada. 
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.. the EXPERIENCE that goes 


sats NNING and ENGINEERING 
ef it ON EQUIPMENT is the ten of 
GREATEST VALUE to you! 


At Right Above: Mahon Hydro- 
Filter Spray Booth Specially 
Designed to Accommodate the 
Large Units of Road Building 
Machinery and Special Vehicles 
Produced by The Euclid Road 
Machinery Company, Cleve- 
land, Ohio. Above: Interior View 
of Painiing Production Line 
Looking from Cleaning and 
Masking Booth through the 
Hydro-Filter Spray Booth— 
Finish Baking Oven is Beyond 
Spray Booth. 
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EUCLID HEAVY ROAD 
are Painted 


The Mahon finishing system installed in the Euclid 
Road Machinery Company's plants, Cleveland, 
Ohio, is another good example of Mahon equip- 
ment planned and engineered to meet the specific 
requirements of a manufacturer's products and 
his production methods. The main painting pro- 
duction line for completely assembled products 
includes a Cleaning and Masking Booth, a specially 
designed Hydro-Filter Spray Booth, and a Finish 
Baking Oven. Other Mahon finishing equipment 
in this company's plants includes three Prime Coat 
Spray Booths and a Dip Prime Coating System 
for castings. If you are contemplating new finish- 
ing equipment, or have a finishing problem involv- 
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HOME OFFICE and PLANT, Detroit 34, Mich. 
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MACHINERY and SPECIAL VEHICLES 
in a Complete MAHON FINISHING SYSTEM! 


ing such equipment, it will pay you to call in a 
Mahon engineer. You can do this with complete 
confidence, because the Mahon organization has 
pioneered development in this highly specialized 
field for over thirty years . . . the experience of 
planning, engineering, building and _ installing 
thousands of finishing systems for every conceiv- 
able product in virtually every industry, under 
widely varied plant conditions and production 
requirements, has endowed Mahon engineers with 
a wealth of technical knowledge and practical 
know-how not available to you elsewhere. See 
Mahon's Insert in Sweet's Mechanical Industries 
File for information, or write for Catalog A-652. 
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Engineers and Manufacturers of Complete Finishing Systems—including Metal Cleaning and Pickling Equipment, Metal 
Cleaning and Rust Proofing Equipment, Dry-Off Ovens, Hydro-Filter Spray Booths, Filtered Air Supply Systems, and Drying 
ond Baking Ovens; Core Ovens, Hydro-Foam Dust Collectors, Dust Traps, Fog-Filters, and other Units of Special Equipment. 





Revolutionary THERMO SPRAFIL 
Finishing Operation 





x In this case, Ther- 
mo Sprafil “saved the 
day” for a manufacturer of 
machine tools. It is bringing 
the same kind of economy to 
manufacturers of a wide vari- 
ety of other products such as 
motors, welding equipment, 
hospital equipment—in fact. 
wherever there’s a casting to 
be finished. Get full details 
direct from Lowe Brothers. 
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System Speeds Manufacturer’s 
... Effects Big Savings! 








This advertisement is based on 
facts taken from Lowe Brothers 
Industrial Case History Files. 
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The following experience, reported by a typi- 
cal machine tool* manufacturer, provides an 
excellent example of the efficiency effected by 
Lowe Brothers new Thermo Sprafil System. 
This manufacturer was unable to keep his 
casting production ahead of machining oper- 
ations because too much time was required 
for filling and sanding the castings. A Lowe 
Brothers “Finishing Specialist” reeommend- 
ed using the new, revolutionary Thermo 
Sprafil System. 

Immediately on installation, the Thermo 
Sprafil System produced amazing results. 
This manufacturer’s production has been 
speeded to the point where he now “stoek- 
piles” castings! There are always plenty of 
castings ready for the machining operation— 
and important savings in both time and labor 
have been enjoyed! 

This is just one of many current reports 
from manufacturers who have enjoyed the 
benefits of these great Thermo Sprafil fea- 
tures. They have learned that Thermo 
Sprafil flows out smoothly, dries rapidly— 
free from “pin holing”—and greatly reduces 
sanding time or eliminates sanding alto- 
gether! Thermo Sprafil may put new econ- 
omy into your operation. No obligation for 
finding out. Why not write for full partieu- 
lars now .. . today? 


THE LOWE BROTHERS COMPANY ° DAYTON 2, OHIO 
INDUSTRIAL DIVISION 


Lowe Brothers 


INDUSTRY 
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Properties of Chromium Plate 

N addition to its well known decorative 

applications, chromium plating has many 

engineering uses which conserve labor and 

strategic materials. So called “hard chrom- 
ium” plate has found wide application in ma- 
chine elements. Because of its hardness and the 
ease with which it can be applied, manufacturers 
and maintenance shops have used it frequently 
for protecting softer metals from wear or for 
salvaging worn or undersized parts. The non- 
galling property of chromium plate is another 
important engineering advantage. The slickness 
and low coefficient of friction of chromium plate 
have many industrial applications. Chromium 
has good resistance to many corrosive environ- 
ments. It also has good resistance to heat, being 
uneffected at temperatures at which many 
metals are rapidly oxidized. In many instances a 
combination of several of these properties and 
characteristics are important for successful 
commercial applications. 

The unique combination of properties pos- 
sessed by chromium plate makes it an important 
defense tool. These considerations led the 
Bureau of Aeronautics, Department of the Navy, 
request an investigation at the National Bureau 
of Standards of the effect of chromium plating 
on the plastic deformation and fatigue proper- 
ties of steels used in aircraft. The results of 
this investigation have been recently reported 
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m4 removing burrs on huge 
castings or putting a fine finish on 
relatively small surfaces, National’s 
“Model 400” will do the job 
better and faster. Has a 3/16” 
orbital stroke... operates at 

5000 to 6000 rpm... weighs 

only 4 Ibs... . costs $79.50. 

Reliable . powerful . . will 

not stall. White for full ‘details 
today or see your dealer. 
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RS NATIONAL AIR SANDER, INC. 
ms 62818 AUBURN ST., ROCKFORD, ILLINOIS 
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by Hugh L. Logan, in the Journal of 
Research of the National Bureau of 
Standards. Tensile, tensile impact, 
bending and crushing tests were used 
in evaluating the effects of chromium 
plating on the plastic deformation of 
the steel studied. 

It is reported that chromium plate 
is used on such parts as steel bushings, 
hydraulic pistons, naval aircraft land- 
ing and catapult hooks, landing struts 
and pistons, brake rings, and aircraft 
engine cylinders. Hard chromium is 
also used on many of the tools and ma- 
chines which are used to manufacture 
defense-essential supplies and equip- 
ment. Figure 1 is a view of a chro- 
mium plating setup. 

The steel used by Logan in studies 
conducted at the National Bureau of 
Standards to determine the effect of 


Fig. 1—Chromium plating tank, acid-proof 
ceramic brick-lined, and supplied with ventila- 
tion duct on two sides with collector box on 
one end. The tank also has a 6 per cent anti- 
mony-lead steam coil fitted with hanger. 
(Photo courtesy Heil Process Equipment Corp., 
Cleveland 11, Ohio) 


PRODUCTS FINISHING 


~ 0.394" 0.(;Omm) < 5/8"-11 STO. 


1716" Ri 






















































































—— TA 


THREAD 
1.576" (40mm) —4 


Fig. 2—Specimen for tensile impact tests con- 
ducted at the National Bureau of Standards on 
chromium plated steel in accordance with 
drawing prepared ee York Naval Ship 
ard. 
(I1lustration gee | National Bureau of 
Standards, Washington 25, D. C.) 


plating on plastic deformation consisted 
of one lot of SAE 4130 rod, *%s-inch in 
diameter, and one lot of SAE 4130 tub- 
ing, having an outside diameter of 1% 
inches and a 4%-inch wall thickness. All 
specimens prepared from rod _ stock 
were rough machined, prior to heat 
treatment, to dimensions 0.015 to 0.020 
inch greater than those of the finished 
specimens. These _ specimens and 
lengths of tubing for crushing tests 
were quenched from approximately 
1600 deg. F. into oil. All material was 
tempered for 1 hour at 923 deg. F., 
and then cooled in air. Following the 
heat treatment, all specimens were ma- 
chined to final dimensions. 

Plating of test specimens was car- 
ried out in an electrolyte containing 
250 g./l. of chromic acid and 2.5 g./l. 
sulfuric acid. The bath was maintained 
at 131 deg. F. and the current density 
used was 350 amp./sq. ft. In the course 
of the studies, specimens were tested 
as plated and after they had been 
plated and given various baking treat- 
ments. The tensile specimens were ma- 
chined with diameters in the reduced 
section of 0.4375+0.0010 inch and gage 
lengths of 2 inches. Thicknesses of 
0.0001, 0.001, 0.010 and 0.015 inch in 
the conditions as plated and as baked 
were tested. 

Tensile impact specimens were ma- 
chined in accordance with the drawing 
shown in Fig. 2. The specimens were 
tested at the New York Naval Ship- 
yard as machined, as plated to a nom- 
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NOW... The most adaptable Grinding 
and Polishing support ever made... 


EACH SECTION 
BALANCED INDIVIDUALLY 


Make big wheels from little ones 

or vice versa. Replace worn end 

sections on a wheel in use. With 

a supply of these sections you 

can always make up the wheel 

you need with a minimum of in- 

vestment in money and space. And now with 
individually balanced sections you can be 
sure that your assembled wheel will always 
be perfectly in balance. 


Remember that COSMOWHEELS R52 ifor 
polishing) and R51 (the more aggressive type) 
are available in durometer hardnesses from 
15 to 90. Whatever your grinding and polish- 
ing problem, they can do the job as you never 
thought possible. 


The R50 Wheel 


Still a standby and a standard in grinding 
supports, the R50 is unequaled for rough 
grinding and many other operations. They 
too, are dynamically balanced for operating 
speeds as high as 3000 RPM. 


Our engineering staff has unequaled 
experience in every sort of grinding and 
polishing procedure. That experience is at 
your disposal. Just write. ° 








“17'S THE WHEEL THAT DOES THE WORK” 


CHICAGO RUBBER Main Office & Factory 


2620 N. Clybourn Ave. Chicago 


¢C OM PA A , 4 MG Makers of the COSMOWHEEL 











inal thickness of 0.015 inch, and after 
various baking treatments. The tests 
were conducted at room temperature, 
the striking velocity was 27.8 ft./sec. 
The rod material used for bend tests 
was cut into 10-inch lengths. Speci- 
mens were ground and then plated to 
a nominal thickness of 0.015 inch. They 
were tes.ed as plated and after various 
baking treatments in a hydraulic type 
testing machine, as shown in Fig. 3. 
Specimens for crushing tests were pre- 
pared from the steel tubing. 


Effect of Plating on Mechanical 
Properties 


The Bureau’s studies showed that the 
most noticeable effect of chromium 
plating was to appreciably reduce the 
plastic deformation prior to fracture 
in all types of test except the tensile 
impact. The reduction of elongations in 
tensile tests was particularly noticeable. 
Tensile and yield strengths of plated 
specimens decreased as the plate thick- 
ness was increased from 0.001 to 0.015 
inch. Data obtained showed that these 
properties, determined on specimens 
plated to a thickness of 0.015 inch, were 
91 per cent or more of the correspond- 
ing properties of the unplated steel. The 
plastic deformation prior to fracture, 
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Fig. 3—Steel rod chromium plated 

at the National Bureau of Standards 

in position tor bend test (supports 
10 cm. apart). 

| aa courtesy National Bureau of 

tandards, Washington 25, D. C.) 


in the tensile tests, became 
less as the plating thickness 
was increased. The tensile and 
yield strengths of the chro- 
mium plate were appreciably 
less than those of the steel 
base metal. 

Logan pointed out that in 
making tensile tests on the 
specimens plated to thick- 
nesses of 0.010 inch or more, 

it was noted that a part of the chro- 
mium spalled off the specimens just 
after the maximum load had been 
reached. During this part of the test, 
loads and cross sectional areas were 
changing extremely rapidly and neither 
loads nor specimen diameters could be 
accurately determined. Measurements 
of the reduced sections of these speci- 
mens at the conclusion of the test and 
after the remaining chromium had 
been stripped from the steel indicated 
that about 0.003 to 0.0035 inch of chro- 
mium remained on specimens original- 
ly plated to a thickness of about 0.010 
inch. There was no appreciable spall- 
ing of chromium during tests from 
specimens plated to thicknesses of 0.001 
and 0.0001 inch. 

Logan’s tests showed that baking of 
plated specimens for 6 to 8 hours at 
392 deg. F. prior to testing produced 
substantial increases in the deforma- 
tion properties over results obtained 
on plated but unbaked specimens. For 
specimens plated to thicknesses of 
0.0001 and 0.001 inch, baking at 824 
deg. F. produced greater increases in 
values of these deformation properties 
than were obtained by baking at 392 
deg. F. For specimens plated to a 
thickness of 0.010 inch some improve- 

to page 62— 
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mA GOLD PLATING SOLUTIONS and SALTS 
ROB29N’S 
HY PALLADIUM RHODIUM 


YOU CAN BE 
SURE OF THIS LABEL 


... its Accuracy is backed by 
73 years of Integrity and 


(=n Precious Metals Experience ! 
PLATING ito) M Up gle), b) 


ASSAY.LOT NO, 24. [31.205 HEN ROBINSON originated and 
Certiveg Fine Gold Content as SB, produced the first STANDARDIZED 


"centration 2 art Liquid Gold Plating Solution, gold 
: plating was a hit or miss operation. 
We've changed that. It is now a scien- 
tifically developed technical process, 
A revolutionary advance. 


“Seg 4 $00 wd Today, Robinson’s Assayed Solutions 


FOUNDED 18 


and Salts are playing an important 
role in such fields of our rearmament 
program as Electronics, Scientific and 
other Industrial and Decorative appli- 
cations. 


If you have a plating problem in gold, 
silver, palladium, platinum or rhodium, 
whether industrial or jewelry, feel free 
to call or write and let Robinson 
experiment for you — part of our 
service to you. 


Robinson Distributes 
Johnson-Matthey Rhodium 


. ROBINSON G SO! 


A. ROBINSON & SON QREEE en 


cae Plating Solutions ( a) Potassium Gold Cyanide 
‘ ) Rhodium Sotuti ions ( Polladium Solution 
‘ ) Booklet: “Precious Metal Plating” ‘ . 
131 CANAL STREET NEW YORK 2, N.Y. Nome . - 
Street 
CAnal 6-0310—0464 City State 
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KIRK’ ALUM 


TWIN OVENS AND COOLING TUNNELS 
SPEED ROCK WOOL PRODUCTION 


at Philip Carey Mfg. Co 
Cincinnati, Ohio 


Recently installed at this noted insulation and 
building products manufacturer, twin KIRK 
& BLUM Ovens have increased rock wool pro- 
duction and assured continuous operation. 


These specially designed three-temperature zone ovens bake 
the batts, setting the binder solution, and are individually 
adjustable for batts of varying thickness and density. Closed 
circuit cooling tunnels, handling 50,000 CFM of air each, 
completely cool the batts before packaging. 


Whatever your needs in ovens ... for drying, baking or de- 
hydrating... consult KIRK & BLUM. There’s no obligation. 
Write for booklet, “Industrial Ovens,” showing other 
typical installations. 


FOR CLEAN AIR...THE «\ii89)8).2 TOOL 


KORK“ Blum 


INDUSTRIAL OVENS 
THE KIRK & BLUM MFG. CO., 3116 FORRER ST., CINCINNATI 9, OHIO 


Dual Rock Wool Pro- 
cessing Lines; Ovens in 
left background and 
cooling tunnels at right. 
In left foreground is 
tock wool granule re- 
clamation; particles are 
collected and bagged. 
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Rock Wool Batt Production; fibres are formed into 
batts, compressed to proper density and baked. 
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Air Heating and Handling Equipment; ovens — 
are gas-heated, atmospheric air used for cooling. 
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ment was obtained in these properties 
by baking at 824 deg. F. for 1 hour, but 
this improvement was not as great as 
that obtained by baking at 392 deg. F. 
for 6 hours. It was postulated that 
greater improvement in these deforma- 
tion properties might have been ob- 
tained by baking specimens with the 
0.010-inch thick plate for a longer pe- 
riod at 824 deg. F., preferably in an 
inert atmosphere or protective bath. 
In general, the yield and_ tensile 
strengths of the plated specimens were 
not appreciably changed by baking. 
Since the electrodeposition of chro- 
mium is, electrochemically, a very in- 
efficient operation, Logan suggested 
that hydrogen deposited on the steel 
with the chromium may be a factor in 
reducing the amount of plastic defor- 
Mation that the steel can withstand 
prior to fracture. Only 15 to 20 per 
cent of the current is effective in de- 
positing chromium and large quanti- 
ties of hydrogen are released at the 


cathode. It has been reported that 1 
volume of chromium plate contains as 
much as 128 volumes of hydrogen. It 
is generally considered that hydrogen 
produces embrittlement in steel. 

In the tests, atomic hydrogen was 
deposited on unplated tensile speci- 
mens by making them cathodes in a 10 
per cent sulfuric acid solution. Speci- 
mens on which tests were begun ap- 
proximately 1 minute after they had 
been removed from the bath broke be- 
fore yield loads (0.2 per cent offset 
from the modulus line) were reached. 
The elapsed time from the removal of 
the specimens from the bath to their 
fracture was 6 to 8 minutes. Testing of 
one specimen was delayed for 5 to 6 
minutes after it was removed from the 
solution and a true stress-true strain 
curve very similar to that of specimens 
tested as machined was obtained. These 
results thus indicate that the effects 
of depositing atomic hydrogen on a 
steel specimen are very transient. 
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FILTRATION CAPACITY 
with Titeflex 








Is your business shifting from nickel to other metals 
involving slower, more difficult filtration? Here's how 
a Titeflex filter can help you: 





Permanent Titeflex membranes provide more 
% actual filtration area in a given space for 
faster filtering. 





* Automatic Titefiex backwash cleans out all 
sludge in about 20 minutes, for faster cleaning. 





As a replacement...or as additional equipment...a 
Titeflex filter will pay off in increased convenience and 
increased capacity. Get the complete Titeflex story! 


TITEFLEX, INC. 


531 FRELINGHUYSEN AVENUE 
NEWARK 5, NEW JERSEY 


WRITE FOR 
FREE CATALOG 
Showing sizes, capaci- 
ties and filtration areas 
of all models. 
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whether your point | 

be fin finished Fe for pot 
me resistance, or paint { ie: 
adherence, or with eye-appealing 
brightness, kd or in a variety . 








Zinc, cadmium, aluminum, copper, brass or bronze, in their usual commercial 
forms, can be finished with Iridite for a fraction of a cent per square foot... and 
without costly special equipment or personnel training. In addition, our ARP 
plating chemicals ... brighteners, addition agents, etc. ...can increase the 
efficiency of your plating solutions prior to Iridite treatment. 


Let the experience of our field engineers and laboratory specialists be your 
guide to the solution of your specific finishing problem. We’ll welcome the 
opportunity to work with you in the development of new materials as new 
finishing problems arise. Write for information, or send samples 

i of your products for free test processing. 





lIridite is approved under government specifications. 
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4004-06 E. MONUMENT STREET @e BALTIMORE 5, MD 
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In discussing these results Logan 
stated that it is difficult to see how 
hydrogen deposited on the steel during 
the chromium plating process would be 
retained unless there was diffusion 
from the chromium into the steel and 
a state of equilibrium was set up. If 
such a condition existed, baking of 


specimens at 392 deg. F., which is re- 


Fig. 4—End of fractured specimen plated to a 
thickness of 0.010 inch with chromium showing 
central spot differing in appearance from re- 
maining area. No markings of this type were 
found in specimens baked before testing, or in 
specimens with thinner chromium plating, or 
in specimens loaded cathodically with 
hydrogen. 
(Photo courtesy National Bureau of Standards, 
Washington 25, D. C.) 


ported to expel approximately half of 
the hydrogen from the chromium, 
would be expected to decrease the hy- 
drogen in the steel and hence increase 
the plastic deformation prior to frac- 
ture. Baking at 824 deg. F. is con- 
tinued for a sufficiently long period, 
should remove more than 90 per cent 
of the hydrogen from the chromium 
and might be expected to further in- 
crease the plastic deformation that 
could occur in the base steel before 
fracture occurred. 

Tensile specimens plated to a nom- 
inal thickness of 0.010 inch, and broken 
without subsequent baking, showed 
areas near the center of the fractures 
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that differed markedly in appearance 
from that of the remainder of the 
fractured surface. A typical area of this 
type is shown in Fig. 4. 

Earlier work had been conducted by 
Logan at the National Bureau of 
Standards to determine the effect of 
chromium plating on the endurance 
limit of aircraft steels, the tests being 
conducted in the “as plated” condition 


. and after heating. SAE X4130 and 6130 


steels were used in the studies. The 
tests showed that the endurance limits 
of these steels was reduced by chro- 
mium plating. The endurance limit was 
found to decrease with increased hard- 
ness of the steel. The decrease in the 
endurance limit of the normalized 
steel, caused by chromium plating, was 
generally small; the minimum endur- 
ance limit of any group of plated speci- 
mens was 75 per cent of the endurance 
limit of the unplated steel. This value 
was obtained on specimens plated to a 
thickness of 0.001 inch at a current 
density of 1000 amp./sq. ft. Most sets 
of specimens had endurance limits 
ranging from 83 to 95.5 per cent of 
that of the unplated steel. Specimens 
plated in the bath at 131 deg. F. and 
a current density of 200 amp./sq. ft. 
had endurance limits equal to or great- 
er than those plated at 158 deg. F. and 
1000 amp./sq. ft. For steel of a given 
hardness (Rockwell 40-C), the reduc- 
tions in endurance limit increased with 
increased plating bath temperatures. 
In reporting the results of this re- 
lated work, Logan pointed out that the 
endurance limits of test specimens 
plated, and subsequently surface 
ground, were equal to or greater than 
those of unground specimens having 
the same final plating thickness. Inter- 
ruption of the plating process did not 
affect the endurance limit of the plated 
specimens, provided that proper pre- 
cautions for plating chromium on 
chromium were taken before the plat- 
ing was resumed. to page 68— 
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PLATEMANSHIP 


H-VW-M's unique combination of: 
. the most modern and complete laboratory for testing 
ond development 
«+. ability to provide complete equipment and 
materials for every plating and polishing need 
+... the complete background of knowledge 
and experience in every aspect 
of plating and polishing. 
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It is this combination of the ability to fill 
promptly all ordinary needs, and to develop 
special products for extraordinary requirements, 
that makes up Platemanship. The metal finish- 
ing industry has learned from experience that 
H-VW-M can always meet and even anticipate 
requirements in every phase of pickling, polish- 
ing, buffing, cleaning, anodizing, and plating. 


The cleaners listed and briefly described above 
are the H-VW-M Cleaners most generally used 
by the industry. They are, however, only a part 

of H-VW-M’s service in supplying the plating 
and polishing industry with essential cleaner 
requirements. The complete facilities of 
H-VW-M’s modern laboratory are always 
available for the formulation of cleaners to 
meet specialized, individual needs. 


Bulletin C-106 gives details on the standard line of H-VW-M Cleaners. 
HANSON-VAN WINKLE-MUNNING COMPANY, MATAWAN, NEW JERSEY 
PLANTS AT: MATAWAN, N. J. © ANDERSON, INDIANA * SALES OFFICES: ANDERSON * BOSTON * CHICAGO 


CLEVELAND © DAYTON © DETROIT © GRAND RAPIDS © MATAWAN © MILWAUKEE © NEW HAVEN 
NEW YORK © PHILADELPHIA © PITTSBURGH ® ROCHESTER © SPRINGFIELD (MASS.) * STRATFORD (CONN.) © UTICA 
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INDUSTRY'S WORKSHOP FOR THE FINEST IN PLATING AND POLISHING PROCESSES » EQUIPMENT + SUPPLIES 
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The endurance limits of specimens 
heated after plating and tested at room 
temperature reached a maximum value 
for a baking temperature between 374 
deg. F. and 572 deg. F. Also, endurance 
limits of specimens heated for 1 hour 
at 824 deg. F. were significantly higher 
than those of the ‘as plated’ steel. 
Reduction of the endurance limits of 
steel by chromium plating is believed 
to be due, in part at least, to residual 
tensile stresses in the chromium. Heat- 
ing of the chromium increased its 
density and hence decreased its vol- 
ume. It appears that heating at low 
temperatures increased the residual 
tensile stresses in the chromium plate. 
At sufficiently high temperatures, the 
concurrent contraction of the chromi- 
um plate and expansion of the steel 
stressed the chromium above its ulti- 
mate tensile strength, thus relieving 
some of the residual tensile stresses in 
the chromium and increasing the en- 
durance limit of the plated test pieces. 


Hardness of Chromium Plate 


In discussing chromium plating for 
engineering uses before the Association 
of Iron and Steel Engineers a short 
time ago, R. M. Wick, Bethlehem Steel 
Company, stated that a quality of chro- 
mium plate that has been found quite 
satisfactory for engineering use has a 
hardness of approximately 825 Vickers 
Brinnell. Hardnesses above 1000 Brin- 
nell have been obtained, but according 
to Dr. Wick, these are accompanied by 
an increased brittleness that limits the 
applicability in some cases. In connec- 
tion with the wear of chromium plated 
surfaces, it has been noted that in many 
cases the wear of the opposing mem- 
ber is materially reduced, even though 
this member is not chromium plated, 
because of the tendency of chromium 
to ‘“‘wear smooth.” 

It is possible to apply heavy chro- 
mium plate without fear of separation 
of the plate from the base metal even 








Tack Cloth in 
Rolls or Cut Bulk 











Now you can get Tack Cloth packed the way it’s easiest for you to 
use—either in 150 yard rolls of 36‘‘ wide cloth or in handy cartons—100 
or more Tack Cloths to the carton . 

No matter which way you buy it, you can be sure that every square 


inch will stay SOFT and TACKY until the very last bit is used up. 


IN ROLLS 
Cut off any size piece 


and use as needed. War-Free. 


The Cut Bulk size is 18’ x 36''—folded to 41/2‘' x 18’ for easy handling. 
All of our Tack Cloth is Spontaneous Combustion-Proof, 
It's clean and sanitary—there’s no waste. 


Lint-Free and 


Write today for complete information, prices and samples. 





BAUGHN CHEMICAL PRODUCTS CO. 
The Tacky Wiper Specialists 


7019 Ii. Ravenswood Chicago 24, Ill. 





Also Individually Packed in Glassine 
Envelopes — 144 to the Carton 








CUT BULK 
Already cut and folded, 
ready to use. 








— A WARRANTY OF SATISFACTION IN EVERY CARTON — 
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FASTER HEAT TRAWSFER 
Yor SO%oF the COST 


th 


BLATECOILS. 


(REPLACE PIPE CONS 


A Platecoil has more heat transfer area than a pipe coil twice 
its size. Thus it takes only half as much Platecoil to heat a 
given area. You have 50% less steel to pay for so you can 
save nearly 50% in initial cost. The Platecoil takes only half 
as much space in the tank. The greater BTU transfer per unit 
area of Platecoil also means faster heating or cooling. Plate- 
coils require less maintenance and can be removed without 


dumping the solution. 
4 


Send for complete technical 
manual aod descriptive Bulle- 


PLATECOIi 


KOLD-HOLD MFG. CO. 


LANSING 4 MICHIGAN 








TANK MAINTENANCE WITHOUT 
LOSS OF SOLUTION 


There is no need for workmen to get 
inside the tank in order to make 
replacements or repairs. A _ Platecoil 
can be removed in a matter of min- 
utes with the solution still in the tank. 


LITERATURE 
The new Platecoil Bulletin furnishes 
a complete description of the Plate- 
coil method of tank heating. Write 
for your copy today. 


HIGH BTU TRANSFER 

More prime surface of Platecoil can 
be installed in a given area than can 
be obtained with pipe coil. Thus a 
more compact Platecoil unit provides 
much greater BTU transfer per unit 
area than can be obtained with pipe 
coil. Quick starts in heating tank 
solutions mean more hours of pro- 
ductive time. 


Why 
Platecoils 
Cost Less 

LOW FIRST COST 


The initial cost of Plate- 
coil is often 50% or 
more below the cost of 
equivalent pipe coil de- 
pending, of course, on 
the materials used in 
construction 


EASY 
INSTALLATION 


By the use of ‘‘quick 
change hangers’’ Plate- 
coil installations can be 
made in open tanks in 
one-half hour or less by 
one man and a helper. 


NO THREADED 
JOINTS IN TANK 


The entire Platecoil is 
electric welded and 
pressure tested. There 
are no joints to corrode 
or leak. Both connec- 
tions to the Platecoil 
can be located above 
the liquid level where 
there is no danger of 
thread corroding and 
freezing. 


GREATER 
TANK CAPACITY 


A 22'' x 47°’ Platecoil 
gives the same heat 
transfer surface as 32 
feet of 11/2‘' pipe. This 
pipe requires a space 
approximately 30°% x 
60‘’. Platecoil thus saves 
about 50% over equi- 
valent pipe coil. 


WEIGHS 
50% LESS 


Weighing only about 
half as much as equi- 
valent pipe coil, Plate- 
coil is easy to handle. 
A whole maintenance 
crew is not needed to 
transport and_ install 
Pipecoil. 


Kold-Hold Manufacturing Company, Lansing 4, Michigan 
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under conditions of severe stress. Tech- 
niques for securing satisfactory adhe- 
sion between the chromium plate and 
the base steel are described in the 
ASTM recommended practice specifi- 
cation on chromium plating for engi- 
neering use. Dr. Wick emphasized the 
value of engineering chromium plat- 
ing in maintenance practice in such 
applications as tools, gages, mis-ma- 
chined parts, and wearing parts. A 
high current density-high tempera- 
ture process was recommended. One 
of several acceptable baths of this type 
contains 275 g./l. of chromic acid and 
5 g./l. of sulfuric acid, operating at a 
temperature of 158 deg. Fahrenheit. 

Dr. Wick brought out the point that 
recent reports by various workers in 
the tield have indicated that the physi- 
cal properties of chromium plated at 
high temperatures are superior for me- 
chanical use to that plated from low 
temperature baths. However, experi- 
ence has shown that chromium plated 


= 


YOU 


can rely on 


RANDOLPH 


for prompt shipment 
in any quantity of 





Performance - Proved 
Government Specification 


FINISHES 


Lacquers @ Enamels @ Dopes @ Thinners 
Clear Metal Finishes @ Colored Lacquers 
Clear S.G. for Metal @ Texture Enamels 
Specialized Production Finishes 
Aircraft Finishes 


RANDOLPH 


PRODUCTS CO. 


CARLSTADT, NEW JERSEY 
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from low temperature baths is ade- 
quate for many uses and the high cur- 
rent density chromium process referred 
to above permits the extension of 
chromium plate to applications where 
high stress concentrations may be en- 
countered. In the high current density- 
high temperature chromium plating 
process, the chromium has been found 
to have a hardness of about 825 Vickers 
Brinnell. While it is possible to plate 
chromium much harder than this, ac- 
cording to Dr. Wick, it usually involves 
the sacrifice of a quality that might 
be termed toughness. Since in this 
range of hardness the load penetration 
curve is so steep, it might be postulated 
that differences in hardness number in 
this extreme range is of lesser signifi- 
cance than proportionate differences 
in the lower range of hardness. 


Factors Affecting The Quality of 


Lacquer Coatings 


HE presence in a spray lacquer of 

extra-fast-evaporating solvents may 
lead to blushing of the coating in 
humid weather, and to various mani- 
festations of poor ‘‘flow,” such as or- 
ange peel, dry-spray, and overspray. 
These defects in the character of or- 
ganic finishes applied to metal prod- 
ucts are objectionable because they de- 
tract from the decorative quality of the 
finish. 

Due to the fact that a finished nitro- 
cellulose lacquer is compounded of 
various solvents, diluents, plasticizers, 
resins, pigments, and nitrocottons, the 
choice of these materials and the pro- 
portion in which they are employed 
depend on the use for which the lac- 
quer is intended as well as on the al- 
lowable cost of the finished lacquer. 
In such complex mixtures no one com- 
ponent is responsible for good per- 

to page 74 
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Stevens Full Automatic at Bastian Blessing’s Chicago 
plant used for processing valve parts shown in inset. 


COSTS COME DOWN 


When a Stevens Automatic 
Goes To Work... 


Look at the results reported by The 
Bastian Blessing Company of Chicago, 
after installing a Stevens Special Full 
Automatic Bright Dipping Machine! 
E. N. Krein, vice president, says: 
“Although our Stevens Machine has 
been in operation only three months, 
it has demonstrated its advantages in 
so many ways that we wish to confirm 
the claims made by Stevens about this 


METAL FINISHING EQUIPMENT AND SUPPLIES SINCE 1883 i) 


equipment! Parts sent through this ma- 
chine without prior cleaning come out 
dependably and uniformly bright and 
free from grease, dirt and chips. We 
have increased our volume and reduced 
our unit costs on our bright dipping 
operations. The installation is doing a 
big job in this day of labor shortages 
and it is doing it without the fumes 
and personal protective equipment of 
the past.” 

Why don’t you let a Stevens repre- 
sentative show you how Stevens equip- 
ment can bring new profit and economy 
to your operations? Call him today or 
write direct to Frederic B. Stevens, Inc., 
Detroit 16, Michigan, for information. 





INCORPORATED 
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It’s the teamwork that pays off 


In nearly every industry, DeVilbiss technical service 
and quality products — Spray Equipment, Exhaust 
Systems, Air Compressors and Hose — are helping to 
produce better, more lasting finishes. This broad ex- 
perience is available to you. A phone call or letter 
will bring you helpful information. 





This DeVilbiss conveyorized finishing setup helps small- 
parts manufacturer spray-paint hundreds of parts per hour. 


poo - = = === = 


Air Compressors Hose and Connections Spray Guns 
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How to spray hundreds of small 





parts per hour and save money 


This shop turns out a great variety of small metal stampings 
by the thousands. Painting was a big problem. Often it 
was a serious bottleneck. 

Then, the owner called in DeVilbiss. The attractive in- 
stallation you see pictured at left was installed. It consists 
of a DeVilbiss water-wash spray booth, chain-on-edge 
conveyor, spray guns, hose, air transformers and paint tanks. 

Parts to be painted are placed on wire trays. Spray oper- 
ators paint tops and sides of parts, rotating the trays manually 
as they pass through the spray booth. 

Compared to former methods, parts are now finished much 
faster, considerably better and at a lower unit cost. Improved 
finishing techniques like this are typical of the benefits you 
get with DeVilbiss service and quality products. 

If you're troubled by finishing department bottlenecks, or 
if you would like expert advice on finishing problems, phone 
our nearest branch office or write us. We welcome the 
opportunity to serve you. 











THE DEVILBISS COMPANY, Toledo, Ohio 


Windsor, Ontario @ London, England ¢ Santa Clara, Calif. 


Branch Offices in Principal Cities 


FOR BETTER SERVICE, BUY 


DeVILBISS 
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formance but proper balance of all 
constituents is of prime importance. 
As a result, the choice of a lacquer sol- 
vent involves consideration not only 
of its ability to dissolve nitrocellulose 
but also of its influence on the other in- 
gredients and on the performance of 
the lacquer as a whole. 

Data recently made available* by 
Shell Chemical Corporation show that 
three types of blush may be encoun- 
tered with nitrocellulose lacquers; 
namely, moisture, hydrocarbon, and 
resin. Generally speaking, the term 
blush resistance refers to resistance to 
moisture blush since this type is most 
frequently encountered. Moisture blush 
is caused by the deposit and retention 
of undesirable quantities of water dur- 
ing the application and drying of the 
lacquer film. Other factors such as 
temperature and application technique 


SC:50-2, ‘Methyl 
Chemical Corporation, 


* Technical Publication 
Ethyl Ketone.’’ Shell 
New York. 


have some effect on this type of blush- 
ing; however, the relative humidity of 
the atmosphere is the most important 
factor. Hence, it is possible, while 
maintaining other factors constant, to 
use humidity as a criterion for classi- 
fying active solvents with regard to 
their blushing tendencies. 

In general, it will be found that a 
rapid rate of evaporation signifies poor 
blush resistance due most likely to the 
cooling effect and subsequent precipi- 
tation of moisture. Although low-boil- 
ing solvents themselves do not exhibit 
particularly good blush resistance, they 
may be incorporated in considerable 
proportions in a complete lacquer for- 
mulation without markedly reducing 
the blush resistance, since the other 
major components, such as diluents 
and medium-boiling active solvents, 
promote good moisture resistance. 

Blushing is evidenced by whitened 
films or white spots in the finish. The 
very rapid evaporation of the volatiles 





Precision 


SURFACE FINISHING MACHINES 


With adjustable, abrasion-proof 
hydraulic controls permitting rapid 
change of variables, these machines 
assure quality surface finishing on a 
production basis. With magnetic or 
vacuum chuck, Clair Machines are 
custom-built to solve your surface 
finishing problem. 


CLAIR AP 


MANUFACTURING CO., INC. 
Specialized Machine Equipment For Glazing and Polishing Operations 


OLEAN, N. Y. 
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FOR SURFACE FINISHING 


Mame and Kick Plates 
Decorative Hardware 
Stampings @ Trays 
Screw Drivers 
Chisels @ Pliers 
Saws ® Wrenches 
Compacts @ Fan Blades 
Cigarette Cases 
Fine Silver 
Surgical Instruments 
Flat Iron Sole Plates 
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Calif. Ford Dealer Gets Better Finish 
With One-Coat Lacquer Hot-Sprayed 


Ellsworth Harrold Co., Sacramento, (tain) ~ tmaenelis 
Standardizes on Hot-Spraying Method stripped Ford gets hot- 


spray lacquer 

The Ellsworth Harrold Co. of Sacramento, 
California, veteran Ford dealer, has proved — (Below )—Completed job— 
the advantages of hot-spraying lacquer for one coat 35 minutes 
complete finishing jobs ... with only one spraying time. 
coat for the entire job. 

A typical job, shown on this page, was 
done in 35 minutes total spraying time, 
using 60 pounds pressure per square inch 
and lacquer temperature of 180° at the pot. 

Ray MeCurdy, paint shop foreman for 
Ellsworth Harrold, says, “Hot-spraying of 
lacquer is the answer to year ‘round auto- 
mobile refinishing in hottest summer days 
or cold, damp winter days.” 

When asked for specific advantages of 
hot lacquer, Mr. McCurdy added: 





Eliminates blushing .. . 
Single coat application equivalent to multiple NEW MILITARY LACQUER SPEC. 


coats cold application ... 
A new military specification for lacquer is 


now issued and official. Identified as “Military 
Specification MIL-L-11195 (ORD) Lacquer, 
Lustreless, Hot Spray (For Ammunition).” 
: : : bac ap Hercules will send you full information on 
Excellent gloss without rubbing or polishing ... hot lacquer. types of heating equipment avail- 
No overspray to bother other cars... able. and the performance record of hot lac- 


Standard lacquers can be used with hot-spray 
thinners ... 

No waiting... 

No lost time... 


Minimizes lifting of old finishes ... * quer in many industries. 





Eliminates heat lamps and bake ovens... 








Eliminates flowering of metallic colors ... 


HERCULES POWDER COMPANY 


Accidental mars easily corrected ... Cellulose Products Department 


Gives expensive looking finish. 927 Market Street, Wilmington, Delaware 
CL51-17R 
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No shop tie-ups for drying ... 




















in the spray cone and in the drying 
film causes them to cool below the dew 
point of the air around them, thereby 
precipitating minute quantities of wa- 
ter in the lacquer. It can be readily 
seen that during the drying of the film, 
the evaporation and escape of this de- 
posited water is greatly hampered by 
high humidity conditions, while that 
of the solvents and diluents continues 
at its normal pace. The proportion of 
water in the film therefore increases 
continuously to a point beyond its sol- 
ubility in the lacquer. This excess of 
water emulsifies with the lacquer, and 
thereby produces a discontinuous film 
which scatters the rays of light, ap- 
pearing white. The nitrocellulose is not 
actually precipitated in the blushing 
process; however, to the finishing man 
there is very little difference whether 
the blushing phenomenon is one of pre- 
cipitation or emulsification, as the 
whitened, flattened (low gloss) appear- 
ance, and very low adhesion of the 
blushed film makes it objectionable in 


Fig. 6—A typical setup for spray finishing an 
industrial part with a tough organic coating. 
(Photo courtesy The DeVilbiss Co., 
Toledo 1, Ohio) 
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Fig. — A ‘“down- 
draft'’ hydro filter 
spray booth for fin- 
ishing automobile 
bodies constructed by 
the R. C. Mahon Com- 


pany. 

(Photo courtesy The 
R. C. Mahon Co., 
Detroit 34, Mich.) 


case. Fig- 

ure 5 shows a 

modern ‘“down- 

draft” hydro fil- 

ter spray booth 

for finishing 

automobile bodies 

while Fig. 6 shows a typical spray fin- 
ishing setup for smaller products. 

Data have been presented to show 

that hygroscopic alcohols, if employed 

in large proportions, have an unfavor- 

able effect on blush resistance even 

though these alcohols may have con- 

siderable lower rates of evaporation 

than the active solvent. By increasing 


either 
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70 MEET GOVERNMENT SPECS 


MiL-C-10578 UJAN-C-490 


For other Govt Specs, 


MilL-C- 
§54/ USA-57-026 Wie ler Specification 


Multi-Purpos®: Corro- 
gion-Resisting: phos- 
phate coating and clean- 
ing product for mechani- 


cal cleaning systems - «- 


Economical process to 
rve Ferrous Metals 

g during fabri- 

cation and interim storage 
periods - -- Information 


on request. 


2682 Tecumseh Rd 
Windsor, Ont. ‘ 


MetalpreP 


General all-purpose Rust 
Remover and Metal 
Cleaner, available in 
wipe-off ond dip type 
grades .-- Described in 
MetalpreP Bulletins 
50-34 and 50-37. 


General all-purpose 
Metal Conditioner for 
Aluminum Alloys, avail- 
able in wipe-oft and dip 
grades -- Described in 
AlumipreP bulletin 50-62. 


Data Sheet 
Corrosion-proof Coating 
for Aluminum Alloys, Pro- 
viding thousands of hours 
of salt spray and humidity 


resistance - - = Described 
in Lyfanite Bulletin 49-98. 


Prep-pik! | 


Heavy Rust and Light 
Scale Remover; non-cor- 
rosive on surrounding 
equipment . - - Described 
in Prep-Pik-L Bulletin 49-3. 


Emulsoprep 


Emulsion and Alkaline 
MetalCleaners available 
for alltypes of metals and 
applications, dip cr spray 
a Described in Emul- 
soprePp Bulletin 50-61. 


«-@n 
-and General PREP Bulletin 48-6 "4 
. 0 J 


6 
561 BENSON ST., DETROIT 7, MICH 


NEILSON CHEMICAL COMPANY 


3411 Union Paci 
‘acific A 
Los Angeles 23, Calif. 
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the resin proportion of a lacquer and 
consequently the solids concentration, 
improved resistance to blushing may 
be obtained. 


When 25 per cent of the methyl iso- 
butyl ketone in a lacquer formulation 
containing 30 per cent solids is re- 
placed with methyl ethyl ketone, the 
blush resistance is reduced from 83 to 
82 per cent relative humidity. At this 
same solids concentration, when the 
only active solvent present is methyl 
ethyl ketone, the blush resistance is 
about 73 per cent relative humidity. 
A similar relationship holds for 20 and 
10 per cent solids lacquers. Because 
a lacquer with blush resistance in the 
range of 70-80 per cent relative humid- 
ity is usually adequate, tests have 
shown that sizeable quantities of fast- 
evaporating solvents such as methyl 
ethyl ketone may be included in a lac- 
quer formulation without reducing the 
blush resistance to a point where it is 





SAVE MONEY, 


Standardize on DETROIT 
HANDY “TAC” RAGS 
and stop losses due to 
rejections. Specify 
“DETROIT” for remov 
ing all particles of dust, 
lint and sand. Try this 
modern method today. 
Order from your sup 
plier at once, or send 
for sample 


+) " 
DETROIT====:FAC" RAG 
DETRO MFG. & SALES CO., INC., CULVER CITY, CALIF. 
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likely to cause difficulty under normal 
application conditions. 

Orange peel is generally thought to 
be due to poor flow characteristics 
since it is caused by the inability of 
the moist lacquer to level out and to 
automatically eliminate the imperfec- 
tions of surface caused by the method 
of application. The degree of the or- 
ange peel type of defect depends a 
great deal on the speed of evaporation 
of the volatiles because spray applica- 
tion deposits the lacquer on the sur- 
face in the form of small globules and 
clusters of such globules, and the 
sprayed material must be kept fluid 
for a sufficient time to allow these 
globules to flow together into a smooth 
continuous film. Thus, lacquers con- 
taining large proportions of the rapidly 
evaporating solvents may dry up too 
rapidly to allow this flowing-together 
process to complete itself. Variations 
in the technique of spraying may also 
influence the final smoothness of 
sprayed lacquer films. 

* 


* * 


Pickling and Etching Aluminum 


Alloys 
T weld- 


HE oxide film left on 
alloys after heat treatment, 
ing, casting and forging can be con- 
veniently removed by pickling in acid 
solutions. Typical pickling solutions 
used in England (summarized in Table 
I) are described by V. F. Henley ina 
recent discussion of surface treatment 
of aluminum which appeared in “Light 
Metals.” The sulfuric-chromic acid so- 
lution, according to Henley, has a dual 
application; immersion for a_ short 
time removes oxide film from alumi- 
num with scarcely any attack on the 
underlying metal. However, by pro- 
longing the time to 30 minutes, a slight 
attack on the metal occurs and the 
surface obtained is an improved base 
for painting. The phosphoric § acid- 


aluminum 
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taae. WERTICAL-LIFT FULL AUTOMATIC 
Floor Area, Only 74’ x 15’ 
Another production-boosting, profit-making installation by Lasalco: 





e Now used for anodizing, the above equipment can be easily arranged for 
plating by a simple, quick and inexpensive conversion. 
Driving power for the entire machine is hydraulic. The elimination of speed 
reducers and all excessive mechanism results in much lower maintenance cost. 





Only two operators, to loz and unload, can maintain maximum production. 
In plating work using several acid dip tanks, or in anodizing work requiring 
two or more dye tanks, selective operation is easily arranged to permit either 
the use o1 bypass:ng of one or more tanks. 





From all available information this machine is the fastest 
producer ever installed in so small a floor space—74 x 15’. 
If you want to expand production and reduce operating and 
unit costs, Lasalco engineers will be happy to give you com- 
plete details and discuss your problems without obligation. 


Racks shown in illustration 


ae 24” long, 4” wide, 3” thick Write Today! 


LASALCO, INC. 


2818-38 LASALLE STREET Tel. GRand 2990 ST. LOUIS 4, MISSOURI 
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Table I 
ACID PICKLING SOLUTIONS FOR ALUMINUM ALLOYS 





COMPOSITION 


TREATMENT 
TIME 


TEMPERATURE 
DEG. F. 





Sulfuric acid (Sp. gr. 1.84) 
15% by volume 

Chromic acid 

5% by weight 


Phosphoric acid (Sp. gr. 1.72) 
5% by volume 

Chromic acid 

3% by weight 


Sulfuric acid (Sp. gr. 1.84) 
10% by volume 
Hydrofluoric acid (40% HF) 
2% by volume 


Nitric acid (Sp. gr. 1.42) 
75% by volume 
Hydrofluoric acid (40% HF) 
25% by volume 





Zi2 Up to 30 min. 


Room Y2 - 3 min. 


(Courtesy “Light Metals’’) 








chromic acid pickle has so little effect 
on the metal that it is a suitable re- 
agent for estimating the weight of ox- 
ide films by the chemical stripping and 
weighing method. 

Sulfuric acid-hydrofluoric acid mix- 
tures slowly attack aluminum; how- 
ever, such solutions are generally pre- 
ferred to caustic soda for stripping 
imperfect anodic films. Equivalent 
amounts of sodium fluoride or potas- 
sium bifluoride can be used instead of 
the hydrofluoric acid. Sand cast alu- 
minum may need to be cleared of em- 
bedded sand particles by a dip in a 
nitric-hydrofluoric acid pickle. This 
mixture reacts rapidly at room tem- 
perature but the action may be mod- 
erated by increasing the proportion of 
nitric acid and reducing the water 
content of the mixture. 


Alkaline Etching 


Aluminum differs from magnesium 
and from most other metals in the 


readiness with which it is attacked by 
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alkaline solutions. These etching proc- 
esses are used for producing varied de- 
grees of matte finishing on wrought 
aluminum and less frequently on cast 
products. According to Henley, a solu- 
tion of 2-5 per cent caustic soda at a 
temperature of 160 deg. F. is common- 
ly used to produce light to medium 
etching. For deep etching a solution 
consisting of 4 per cent caustic soda 
with 2 per cent sodium fluoride was 
recommended. A solution consisting of 
4 per cent caustic soda and 0.05 per 
cent copper (added as cuprammonium 
sulfate) is used for etching of high 
purity aluminum. After etching, it is 
important that parts be rinsed, followed 
by a dip in 20 per cent by volume nitric 
acid, then rinsed again in alkali-free 
water before the next operation. 


Bright Dipping 


In recent years, processes have been 
developed for producing bright surfaces 


the 
this 


on aluminum alloys. In view of 
initial cost of acid solutions for 
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How to make parts come clean 
... at the push of a button 


takes only 8 seconds to remove the enamel insulation from the 


entire bunch of a motor’s coil leads with the set-up shown above. This strip- 
ping, preparatory to soldering, is done with Osborn power brushing 
autematically .. at the push of a button. 

Wire stripping is typical of thousands of cleaning operations throughout 
Industry which have been simplified and speeded by Osborn Power Brushes. 
Your Osborn Brushing Analyst is experienced in finding solutions to clean- 
ing and finishing problems of all kinds. 

His service is backed by the extensive engineering facilities of Osborn, 
to devise brushing methods and special machines to help you. There is no, 
obligation. Call today or write The Osborn Manufacturing Company, Dept. 
617 5401 Hamilton Avenue, Cleveland 14, Ohio. 


Oshou Brus 


OSBORN POWER, MAINTENANCE AND PAINT BRUSHES AND FOUNDRY MOLDING MACHINES 
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OFF COMES RUST. These two counter- 
rotating Osborn Master, Wire Wheel 
Brushes, powered by 1% h.p. motors, 
clean rust and scale from 2-inch pipe 
preparatory to fabrication. Cleans 15- 
feet of pipe per minute .. . at the push of 
a button. 


OFF COMES SLAG. It takes only 40 sec- 
onds for these Osborn Wire Wheel 
Brushes to whisk away all slag and scale 
from both end welds of compressor 
heads .. . at the push of a button. 


OFF COMES FLASH. Removal of rubber 
flash of rubber-to-steel joints of army 
tank track shoes is simply a matter of 
sliding the shoes across the face of an 
Osborn Disc-Center* Wire Wheel 
Brush. A mass production operation 

at the push of a button. 


*Trademark 
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Table II 


ACID SOLUTIONS FOR BRIGHT DIPPING ALUMINUM ALLOYS 





COMPOSITION 
CONSTITUENT 


CONCENTRATION 


TEMPERATURE OF OPERATION 
DEG. F. 








Sulfuric Acid 
(Sp. gr. 1.84) 
Phosphoric Acid 
(Sp. gr. 1.72) 


Sulfuric Acid 
(Sp. gr. 1.84) 
Phosphoric Acid 
(Sp. gr. 1.72) 


Sulfuric Acid 
(Sp. gr. 1.84) 
Phosphoric Acid 
(Sp. gr. 1.72) 
Nitric Acid 

(Sp. gr. 1.42) 


Phosphoric Acid 
(Sp. gr. 1.72) 
Acetic Acid .. 
(Glacial) 

Nitric Acid .. 
(Sp. gr. 1.42) 





50% by volume 


50% by volume 


.30% by volume 


..70% by volume 


..25% by volume 
70% by volume 


. 9% by volume 


..70% by volume 
25% by volume 


5% by volume 


194 - 230 


194 - 230 


194 - 212 


194 - 212 





(Based on data from “Light Metals’’) 





purpose they are not generally used for 
descaling, but rather for brightening 
surfaces that have already received 
some form of surface preparation such 
as sandblasting or alkaline etching. 
The brigh.ened surfaces can either be 
clear lacquered or protected by anodic 
Oxidation. Various solutions suggested 
by Henley for this purpose are given 
in Table II. 

The production man may be con- 
fronted with two special problems in 
cleaning aluminum alloys unless proper 
processing methods are used. One of 
these is the removal of smut on the 
surface after alkali etch cleaning, es- 
pecially in the case of alloys contain- 
ing silicon. Although all of the metals 
normally found in the aluminum smut 
will be removed by combinations of 
nitric and hydrofiuoric acids, a_ se- 
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quence involving, first, a dip in nitric 
acid and then in hydrochloric acid can- 
not be used. The nitric acid dip will re- 
move all metals except silicon. Then 
when the metal part is dipped in a hy- 
drofluoric acid solution to remove sili- 
con, further etching of the base alumi- 
num will occur to re-form copper smut. 
Thus, it is necessary to use combina- 
tions of nitric acid and hydrofluoric 
acid to produce completely clean sur- 
faces. One mixture that has been rec- 
ommended* consists of three volumes 
of nitric acid and one volume of 48-52 
per cent hydrofluoric acid. 

Another problem may arise due to 


* This composition was suggested by Dr. 
Walter R. Meyer, Enthone, Inc., in discussing 
Cleaning and Etching of Aluminum Alloys be- 
fore the 98th meeting of the Electrochemical 
Society. 
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Aditional cost is usually hard 
ating shop has found their in- 
nys excellent dividends. 


fre drained, washed with soluble oil, 
i , in another section of the machine, 
the eceive the clean parts. 


The Pration of Cincinnati Cleaning Machines are 
graphi Bical installation. Literally hundreds of different 
types ane eaned on a production basis . . . at costs so low 
this job sh extra service to its customers. 


If you have d 5r finishing job ... routine or complicated ... large or 
small... call innati Engineers. Without cost or obligation, they'll sug- 
gest the money-S@ping solution. 








CLEANING & FINISHING MACHINERY CO., INC. 


311 HECLA STREET, IRONTON, OHIO 








the formation of etch patterns on alu- 
minum surfaces that are contaminated 
with heavy oil or grease if they are 
immersed in a hot alkaline cleaner 
without proper precleaning. This etch 
pattern develops due to the fact that 
uniform removal of the grease film 
may not be accomplished and deeper 
etching will occur in the regions where 
the oil is first removed. An acceptable 
form of solvent precleaning to remove 
most of the heavy oil will suffice to pre- 
pare the surface for etch cleaning with 
alkalies. This will minimize the danger 
of etch patterns. 


Primer Is Important In Protec- 
tive Paint Coatings 
— peaiteregi ara among the materials 


used for preventing corrosion are 
protective paint coatings. Corrosion in- 


hibitive paints, or primers as they are 
sometimes called, depend principally 
upon the inclusion of a corrosion in- 
hibitive pigment to keep the metal sur- 
face in a non-corroding state. In dis- 
cussing the importance of primer coat- 
ings, aS a part of a discussion on pre- 
venting corrosion with protective paint 
coatings in a recent issue of “Corro- 
sion,” George Diehlman and E. L. 
Beenfeldt, National Lead Company, 
pointed out that red lead is the best 
known corrosion inhibitive pigment 
and the one with the longest record of 
successful performance. It is used as 
the sole pigment or in combination with 
other pigments incorporated in a suit- 
able binding medium or vehicle. The 
choice of vehicle is generally deter- 
mined by the environmental conditions 
of intended exposure and the surface 
condition of the metal to be protected. 
Red lead is included in many of the 
metal protective paint specifications of 
the Federal Government as well as 


ETAT 














A Strippable Plastic for 
the Protection of Metals 


Striplastic is a protective plastic applied 
by spraying, dipping or rolling. It is 
used on stainless steels, high polished 
metal sheets, sheets in cold working or 
drawing, tools, dies and parts, and on 
sheets or metal parts before packaging. 
It protects against scratching and abra- 
sion, and against rust. Also available as 
a booth coat protection. 
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Among many advantages, it is non- 
toxic, possesses great tensile 
strength and is easily stripped off 
in one piece. Write for complete 
information on this new strippable 
plastic. 


COMPANY 
10828 QUEBEC AVE. 
CLEVELAND 6, OHIO 
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4q Battery of Paint 
Baking Ovens. 








“UL WRAY DRG 


THE LANLY COMPANY * 770 PROSPECT AVE 
CLEVELAND,OHIO 





LANLY Specialized engineers are daily 
Continuous Monorail consulting with progressive manufactur- 
Oven with Air Seals. ers and meeting the need for high grade, 

uniform, finishing oven production at sat- 

isfactory volumes. 

Continued repeat orders vouch for LANLY 

competence. 

Complete information and literature sup- 

plied upon request. 


4Batch-Type Oven. 
Lay-Down Porcelain 
Enamel Dryer. > 
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Multiple-pass Finishing Oven. 
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those of city, state, and industry asso- 
ciations, 

The protective performance of a 
paint system is dependent upon two 
main functions: its ability to shield the 
metal from the corrosive environment; 
its ability to inhibit corrosion when the 
destructive environment does permeate 
the film. The vehicles or film forming 
portion of the paint must be such that 
they will be stable under the environ- 
mental conditions of exposure and 
adaptable to the method of application. 
Increasing the film thickness of the 
cOating, particularly by the use of 
multiple coats of paint, will result in 
a proportionate decrease in permeabil- 
ity and an increase in protective life. 

The ability of paint coatings applied 
at practical thickness to completely 
exclude the environmental factors re- 
sponsible for corrosion is limited. Vari- 
ations may be due to such factors as 
film impermeability characteristics, 
porosity, film thickness, and breaks 


caused by damage. This emphasizes the 
second important function which a pro- 
tective coating must possess; namely, 
the ability to inhibit corrosion. Inhibi- 
tion is imparted through the inclusion 
in the priming coats of corrosion in- 
hibitive pigments. All types of vehicles 
may be used with red lead to meet 
general service conditions and drying 
speed requirements. The priming paint 
must be formulated to provide not only 
adequate corrosion inhibitive proper- 
ties but also to possess good penetrat- 
ing and bonding characteristics so that 
it will adhere tenaciously to the base 
metal and provide a sound foundation 
for subsequent paint coats. 

Typical protective paint systems for 
steel structures cited by Diehlman and 
Beenfeldt were as follows: 

1. Atmospheric exposure—two coats 
of red lead-linseed oil paint or two 
coats of red lead-synthetic resin 
(straight or modified with raw 
linseed oil) followed either by one 





PARAMOUNT BRAND 


FELT WHEELS 


A. you finishing articles which require a 
wheel with a “shaped” or contoured face? 
Don't forget that felt wheels lend them- 
selves to contouring probably better than 
any other type of wheel. Don't forget, too, 
you have nine degrees of hardness to 
choose from when you buy 
Bacon Felt Wheels — The Para- 
mount Brand. Ask your supply 
house for Paramount Brand 
Felt Polish Wheels. 
Send for Our New Catalog 


TAUNTON 


America's Oldest Felt Manufacturer 


...TOPS IN 
"Contourapility" 


BACON FELT COMPANY 


Established 1825 
MASSACHUSETTS 


Felt Does It Better 


Your Supply House can Furnish Bacon PARAMOUNT BRAND FELT BOBS & WHEELS 
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@ Records on hundreds of Ohio Blow Pipe 
jobs prove without question that produc- 
tion output materially increased and em- 
ployee absence and complaints radically 
decreased after the installation of an 
Ohio System for ventilation of fumes from 
plating and rinse tanks and dust collection 
from grinding, polishing and buffing. 


Ohio Systems are not standard fit-all sys- 
tems. They are designed and engineered to 
meet your individual requirements. Ohio 
engineers, thoroughly experienced in their 
field, make a careful, exacting survey of 
your plant and an analysis of conditions and 
then plan the system that will meet most 
efficiently your special needs and conditions. 





Call, write or phone today and let Ohio 
engineers make a survey and give you, 
without obligation, an estimate. 





Dust Collecting System 
for Buffing Machines 


Cyclone Type 
Dust Collectors 





Write today for free 
illustrated color folder 
showing you how an 
“Ohio” system protects 
your profits. 


ENGINEERS AND 
(4725 DOAN AVENUE. 


tear HT wes 
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or two finish coats utilizing a simi- 
lar type of vehicle. 

2. Fresh water immersion or humid 
atmospheres — red lead-phenolic 
(or phenolic modified vehicles) or 
red lead-vinyl compositions for 
primer followed by finish coat of 
similar vehicle. 

3. Saline or sea water systems 
based on vinyl resins or properly 
balanced coumarone-coal tar com- 
binations using red lead as the 
corrosion inhibitive constituent. 


Mechanism of Inhibition 


In discussing the mechanism by 
which red lead functions as such a 
valuable inhibitor on outdoor painted 
steel, U. R. Evans cites several view- 
points in his book “Metallic Corrosion, 
Passivity and Protection.” According 
to Evans, tests have shown that the 
mere presence of lead in a pigment is 
no guarantee of inhibitive power. Other 
studies have suggested that inhibition 


shown by metallic lead and some of its 
oxides may be due to the formation of 
a solution of lead hydroxide which be- 
comes absorbed at the steel surface. 
However, other investigations have re- 
corded lead peroxide as a doubtful in- 
hibitor. Experiments conducted with 
litharge, red lead, and metallic lead 
have shown, in general, that they ren- 
der water non-rusting provided suffi- 
cient time was allowed for the pigment 
to dissolve before the iron was intro- 
duced. Presumably, it was the hydrox- 
ide which constituted the true inhibitor. 

The view that protection by red lead 
is largely due to its passivating power, 
while that conferred by iron oxide is 
essentially mechanical, has been con- 
firmed by measurements of the fluctu- 
ation of electrode potential of iron 
buried in or coated with these two 
compounds. Also, Evans has pointed 
out that the possibility that oxides of 
lead act simply as adsorption inhibitors 
has not been ruled out. Another reason 
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Y converting a drill press into a high-speed production brushing machine, the 
Propeller Division of the Curtis-Wright Corporation saved nearly $20,000 in 
equipment and time getting into production on an operation vital in the manufacture 
of its variable pitch propellers. 
With the help of power brushing 
specialists from the Osborn Manu- 


facturing Co., Cleveland, Ohio, 
engineers worked out a method for 
removing the particles of frag- 
mented metal and smoothing peaks 
left on the diameter of a shot-peen- 
ed hub bearing area. 

An Osborn wire brush was 
mounted on a drill press equipped 
with an air-operated ram and tim- 
er. The propeller hub is placed in 
a holder on the drill press. After 
the machine is actuated, the auto- 
matic timer runs the brush through 
the cycle. The brush, which runs at 
900 r.p.m., is lowered into the hub 
to the depth necessary to contact 
the bearing surface. After brush- 
ing the shot-peened area, the brush 
is lowered and raised to clean the 
threaded portion. The result is a 
highly finished product. 
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for the effectiveness of red lead as a 
pigment in metal primers has been at- 
tributed to the inhibition of the anodic 
solution of steel or iron due to its al- 
kaline and oxidizing nature. This prop- 
erty is very important particularly in 
the acid conditions of industrial en- 
vironments. In addition, it may react 
with oil to form relatively insoluble 
soapy materials which reinforce the 
tilm, making it more impervious to 
moisture. The characteristic inhibitive 
properties of red lead can also be used 
to advantage in combination with both 
reactive and inert pigments. 


* * * 


Mechanical Finishing Offers 
Advantages for Magnesium 
Parts 

RECISION tumbling, as a finishing 
process, offers several important ad- 
vantages to manufacturers using mag- 
nesium parts. According to the Dow 


PRUNING SHEARS 
(FLASH REMOVED BY WHEEL) 


9 HRS 
3% HRS 


7 HRS 0 ROTO GROUND 


ROTO POLISHED 


ROTO BRITE HONED - 3 HRS 


SAME AS 0 BUT COPPER 


ROTO BRITE HONED - 1 HR PLATED 


90 PRODUCTS FINISHING 


Chemical Company, modern methods of 
mechanized tumbling effect substantial 
finishing cost reductions on magnesium 
products by greatly reducing the need 
for hand labor. Such batch processing 
methods are drawing special attention 
in many plants and shops because they 
hold the most promise for reducing fin- 
ishing time and establishing other 
economies, especially on small parts. 
Many hand operations can be elimi- 
nated in connection with such opera- 
tions as deburring, trimming flash, 
polishing and buffing. 

One type of tumbling technique that 
has been applied to magnesium parts 
is a process employing wet mixtures of 
compounds and chips developed spe- 
cifically for this method, which can be 
used on castings, forgings, stampings 
and machined parts. Tumbling proc- 
esses employing steel balls can also be 
used to produce a final bright finish. 

According to information available 
on the “Roto-Finish” process, two types 

of tumbling chips are used. 
Grinding chips are used for 
grinding and deburring op- 
erations. They are fairly 
large-size chips which pro- 
vide a faster cutting action 
but leave a rougher surface 
than smaller, slower-cutting 
chips. Various sizes of chips in 
different combinations are 
employed in plants doing 
tumbling finishing operations. 
Chips are also available for 
producing a smooth, lustrous 
surface. Steel balls or other 
highly polished steel coloring 
media are used whenever a 
final bright finish is desired. In 


Fig. 7—Pruning shears of magne- 
sium finished by barrel tumbling 
methods. 

(Photo courtesy Dow Chemical 
Company, Midland, Mich.) 
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FOR BETTER 
QUALITY 
CONTROL 


“Buffalo” Air Washers pass your air 
through a dense curtain of spray, then 
through eliminator plates as shown 
above—providing adequate humidifica- 
tion plus healthy, clean, safe air. The 
results are better production, better 
quality control, higher profits. ‘“Buf- 
falo’’ Air Washers are easy and eco- 
nomical to maintain. They have a 
fifty-year reputation for durability 


throughout industry. Why not investi- ‘‘BUFFALO’”’ 
gate? Write TODAY for Bulletin 
AIR WASHERS 


3142-B. 





First For 
Fans 


BUFFALO FORGE COMPANY 
190 MORTIMER STREET.“ BUFFALO, NEW YORK 


Canadian Blower & Forge Co., Ltd., Kitchener, Ont. 
Sales Representatives in All Principal Cities 





VENTILATING AIR’ WASHING) AIR TEMPERING INDUCED DRAFT EXHAUSTING 
FORCED DRAFT fefete} a), fe: HEATING PRESSURE BLOWING 
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Fig. 8—The results of using various tumbling 
methods on a series of carpenter's ievels o 
magnesium. 

(Photo courtesy Dow Chemical Co., 
Midland, Mich.) 


ling methods to finishing of magnesium. 

To give a final bright finish on mag- 

nesium parts after the previous steps 

have been carried out, steel ball color- 

ing may be used. This type of tumbling 

process tends to peen the parts rather 

than cut or grind them; thus, it does 

little to cover any surface defects in 

the metal. The bright tumbling mix- 

ture, which is alkaline, is added in suf- 

ficient quantity to cover both mag- 

nesium parts and steel balls with a 3 

to 4 inch layer of the solution. The mix- 

ture is rotated hot for a sufficient time 

CARPENTERS LEVEL to produce the required luster. Figure 
seinen saieaiataes 9 shows typical results obtained by 
ROTO GROUND ~ 7 HRS ROTO POLISHED - 35 HRS steel ball burnishing of magnesium 


ROTO BRITE HONED ROTO HONED 2 é 
ONLY = 1 HR parts. Various conventional methods 
vets gee are used for drying. 





all ‘“‘Roto-Finishing” processes, 
the work and processing chips 
are used with water to which 
certain recommended com- 
pounds are added to increase 
the cutting power of the chips. 
In general, the type of chip 
and compound used depends 
upon the type of part being 
finished; such factors as size 
of parts being polished, de- 
gree of luster desired, and 
number and location of open- 
ings in the work are factors 

that enter into this selection. STEEL BALL BURNISHING OF MAGNESIUM PARTS 
Figure 7 and Figure 8 illus- 
trate the application of tumb- 





A SURFACE BEFORE BURNISHING F 40Z SOAP FLAKES 
B 4 OZ Of WYANDOTTE’S 25 OR w OZ, (Me CFOs SMe 
BURN. POWOER. HOT WATER-I HR WARM WATER - @5 MIN 
402 OF CAUSTIC FLAKE TYPE 88L OCTAGONAL 
8 WARM WATER -|HR APPROX 4CU FT RPM 26 
4 02. OF CAUSTIC FLAKE STEEL BALLS - 
402 OF SOAP FLAKES WARM APPROX 00 L6S. 
WATER - 45 MIN 40% - & BALL CONES 
Fig. 9—Typical results obtained by — 402 CAUSTIC FLAKES 60% - 2 ROUND BALLS 
steel ball burnishing of magnesium 402 SOAP FLAKES 5 GALS. WATER USEO. BBL. HARD- 
parts. BS es ie WOOD LINED 
(Photo courtesy Dow Chemical —_— PARTS DRIED ON SCREEN OVER 
Company, Midland, Mich.) STEAM HEATER 
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Pituburgh Brushes Sahved these Hablems! 


le, a \ I cLzaNING RED-HOT CASTINGS in 30 seconds! 


A Pittsburgh brush answered U. S. Pipe and Found- 
ry’s problem of cleaning red-hot castings. This rugged 
brush works 40 hours a week, turning out thoroughly 
cleaned castings at the rate of one every 30 seconds 

. .a speed record for any brush cleaning operation 
of this type. 


When the Edwin L. Wiegand Company wanted to 
remove ragged edges from their Chromalox Heating 
Units economically and fast, they turned to rough, 
tough Pittsburgh Brushes for the answer. The 6” 
Pittsburgh steel wire brushes they installed polish 
10,000 heating units during their life. 


3 CLEANING WELDS in close quarters! 


Allis-Chalmers’ problem was to find a brush narrow 
enough to fit between cooling fins of transformer radi- 
ators, yet strong enough to remove slag and spall on 
welds which could conceal pressure-reducing pinholes. 
Pittsburgh engineers recommended an 8” rotary wire 
brush. Problem was solved ! 


sonst 


Let Pittsburgh Engineers Solve Your Brush Problems. 


Pittsburgh’s complete line of brushes of every type, for 

every purpose, will provide a practical and economical solu- 

tion of any brush problem you might have. Drop us a line 

on your company letterhead for a copy of our new booklet that shows, 
through actual case histories, how Pittsburgh can help cut your brushing 
operation costs. Address: PirrsBURGH PLATE GLass Company, Brush 
Div., Dept. W-6, 3221 Frederick Ave., Baltimore 29, Maryland. 


PITTSBURGH , 
Fewer BRUSHES 


BRUSHES ° PAINTS e GLASS ° CHEMICALS ° PLASTICS 


a ee es oe en 2 Ce, On ee 
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PRACTICAL APPLICATIONS 
of Modern Products 

















Infra-Red Lamps at Work 


By CARL E. EGELER 
Engineering Division 
General Electric Company 
Cleveland, Ohio 


NFRA-RED radiation has been a 

topic of widespread interest in 
many fields; however, the heating of 
industrial products by the energy from 
infra-red lamps is one of the larger ap- 
plications and one which takes on tre- 
mendous importance during the cur- 
rent national emergency. 


Seed 


% . ‘ ae see 
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Advantages of Infra-Red Lamps for 
Baking, Heating, and Drying 
Important reasons for widespread ac- 
ceptance of infra-red lamps as the 
energy source for baking, heating, and 
drying throughout industry include: 

1. It does a quality job. 

2. Transfers heat rapidly. No warm- 
up period. No “standby” expense 
while not being used. 
Operates efficiently. 
product, not the air. 
It is adaptable to conveyorized 
production methods and to prod- 
ucts of unusual shapes. The ver- 
satility of the infra-red lamp 
makes it practical for a variety of 
applications which vary all the 
way from the drying of washed 
potatoes to the curing of the finish 
on tanks. 

Saves factory space, as compared 
with some other heating methods. 

. Saves strategic materials. Lamps 
are mostly glass; their filaments 
use a minimum of critical metal 
in producing heat. When reflector 
lamps are used, no auxiliary metal 
reflectors are required. 

Produces uniform results which, 
in turn, mean fewer rejects. 

Has maintenance advantages. 
Lamps have long life (average 


Heats. the 


Fig. 1—Armored vehicles get a fast, effective 
paint-drying treatment in a New York arsenal. 
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laboratory life in excess of five 

thousand hours). Lamps are easily 

replaced. 

9. Offers economy in initial costs, in- 
stallation, and upkeep. 


How Infra-Red Works 


The reason that infra-red lamps pro- 
duce heat instantaneously is that the 
filament, being of a very small mass, 
heats immediately and radiates the 
energy from the filament directly to 
the product and, by absorption, this 
energy is quickly converted to heat 
within the product itself. 

Materials which are good absorbers 
of infra-red radiation and which are 
good conductors of heat are particular- 
ly well adapted to heating by infra-red 
lamps. Mirror-like surfaces are likely 
to reflect most of the radiation, while 
matte or rough surfaces may absorb it. 
Since this is true, major 
consideration must be 
given to the absorption 
properties of the mater- 
ial to undergo process- 
ing so that the effec- 
tiveness of the installa- 
tion may be determined 
before the equipment is 
actually installed. 


Design Factors 


The proper design of 
an infra-red application 
involves many factors. 
It is, therefore, desir- 
able in most cases to 





Fig. 2—At Red River Arsenal 
in Texas, vehicles for the 
U. S. Army are moved direct- 
ly from the paint room to this 
infra-red oven, in which the 
paint baking job is completed 
in 20 minutes. 
(Official Department of 
Defense Photo) 
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contact a reputable oven manufacturer 
who will design a “prescription” oven 
to best furnish the heating cycle re- 
quired for the product. There are many 
similar ovens, but no standardized de- 
signs are advocated due to the many 
variables involved, such as the type and 
color of finish, size, shape, and mass 
of material processed, as well as me- 
chanical limitations as to size, weight, 
and shape of oven to be used. All of 
these and other factors must be con- 
sidered in the prescription design of an 
infra-red oven installation. 

Thus, complete laboratory testing 
facilities for individual product analysis 
are necessary to properly design an 
infra-red oven as the fundamental data 
should be supplemented by time and 
temperature determinations to com- 
plete a satisfactory design. Oven manu- 
facturers have established such testing 
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laboratories for analysis of the cus- 


tomer’s particular product. 
New Uses for Infra-Red 


The infra-red lamp, while still a re- 
latively recent addition to the lamp pic- 
ture (being introduced 
at about the same time 
as the fluorescent 
lamp), is opening al- 
most daily new uses in 
industrial heating, bak- 
ing, and drying. 

Its low initial cost as 
well as its low operating 
cost for many installa- 
tions, particularly 
where the heating cycle 


Fig. 4—Finish coat on Stude- 
baker trucks is baked 14 min- 
utes in the 44-foot infra-red 
oven shown here. After a 
final assembly finish inspec- 
tion, any finish defects noted 
are touched up and baked 
in the same time cycle used 
for the regular finish coat 
baking process. 
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Fig. 3—Baking paint on wheels at Lincoln- 
Mercury plant. 


is intermittent and it is possible to turn 
off the energy when not needed, make 
it very attractive to progressive plant 
managements. 

In other applications where infra- 
red lamps are used, the power cost may 
be somewhat higher than for an equiv- 
alent amount of heat supplied by a 
cheap fuel, but lower overall costs are 
still obtained. This is due to such fac- 
tors as interest on the investment, low 
maintenance, flexibility, and other con- 
siderations, such as_ space, weight, 
availability, and so on. Good engineer- 
ing of infra-red ovens is resulting in 
an energy cost comparable to other 
heating because of better utilization of 
the generated heat. 

Good Temperature Control with Lamps 

Control of product temperature, an- 
other advantage of infra-red lamp 
heating, is simple because the radiant 
energy output of an incandescent lamp 








More production . . . reduced polishing 
costs. That’s why the foreman is so well 
pleased with himself . . . and with the 
ruggedness and perfect adaptability of 
Simonds Abrasive Company Borolon 
grain ...a real money saver on polishing 
jobs ...and part of a complete line in- 
cluding grinding wheels of all shapes 
and sizes, mounted wheels and _ points, 
segments. 

Bulletin ESA 198 describes Borolon grain 
in every type for top results on every 
polishing operation. Let’s send it to you, 
together with the name of your nearest 
Simonds distributor. Write today. 
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depends directly on the amount of watt- 
age that is put into the lamp. It is 
quite easy to control the output by 
either using lamps of different watt- 
ages or by varying the voltage input 
to the lamps used, or both. 

With infra-red lamps it is possible 
to supply high intensities of radiation 
so that the rate of energy transfer is 
sufficient to obtain the optimum results 
in the process. 

Illustrative of the wide variety of 
uses for infra-red lamps, a number of 
installations now in use are shown in 
the accompanying pictures—they may 
suggest other places where infra-red 
lamp ovens could prove an advan- 
tageous solution to a drying, heating, 
or baking problem. 

In addition to the varied applications 
shown in the photographs accompany- 
ing this article, there literally 
thousands of others. One manufacturer 
of oven equipment reports that it has 
more than 6,000 customers using infra- 


are 
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as Taking Temperature Readings 


Just a flick of a switch, then read the 
Brookfield dial, and you have your vis- 
cosity determination in centipoises. The 
whole operation, including cleaning up, 
takes only a minute or two. 

Available in a variety of models suir- 
able for extremely accurate work with 
both Newtonian and non - Newtonian 
materials, Brookfield Viscometers are 
portable and plug in any A.C. outlet— 
can be used in Lab, Plant or both. 

Write today for fully illustrated cata- 
log showing Brookfield Viscometers adapt- 
able to any viscosity problem from Jess 
than one to 32,000,000 centipoises. 
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red lamp ovens in processing several 
hundred different products. 


Fig. 5—Metal caskets are painted and dried 
under infra-red lamps at Ryan Aeronautical 

Company's plant in San Diego, California. 

(Some of the photos for this article were fur- 
nished through the courtesy of the following 
manufacturers of oven equipment using infra- 
red lamps: Fostoria Pressed Steel Corp., Fos- 
toria, Ohio; Jensen Specialties, Inc., Detroit, 
Mich.; Triangle Equipment Co., Inc., Nutley, 
N. J.) 


(Adapted for PRODUCTS FINISH- 
ING from an article in “The Magazine 
of Light,’ and printed by permission 
of the General Electric Company, 
Schenectady, New York.) 


To offest the widespread opinion that 
porcelain enamel will crack or chip from 
steel before the yield point of the base 
metal is reached or exceeded, some porce- 
lain enamelers have devised spectacular 
demonstrations. One such demonstration 
uses an automatic hammer that delivers 
and records thousands of blows to a por- 
celain enameled surface with no effect 
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Strand flexible shaft equipment is known for its 
rugged dependable construction and top 
consistent performance on the job. It is the 
kind of equipment you can depend upon. You 


have a choice of different speeds and power 





units as well as floor, bench or overhead models 
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If your distributor does not handle the Strand 


line, write direct for catalog and full details. 
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EASTERN SALES 
Woodberry, Baltimore 11, 
Maryland 
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N. A. STRAND DIVISION 5001 North Wolcott Ave., 
° Chicago 40, Illinois 
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The PENNSYLVANIA SALT MANU- 
FACTURING COMPANY OF WASH- 
INGTON has completed construction and 
begun operations of its plant at Portland, 
Oregon, for production of industrial 
cleaners, believed to be the first basic 
producer of its kind on the West Coast. 

The plant will manufacture a complete 
line of specialty metal cleaners for a va- 
riety of metal-finishing operations, in- 
cluding electroplating, enameling, paint- 
ing, galvanizing, fabrication and assem- 
bly, aluminum anodizing and etching. 
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The new plant embodies the latest pro- 
duction techniques and equipment. Im- 
provements include accurate quality con- 
trol devices, packaging and handling 
equipment and the usual equipment for 
comfort and safety of production em- 
ployees. 


COMPANIES 


ARMOUR RESEARCH FOUNDA- 
TION OF ILLINOIS INSTITUTE OF 
TECHNOLOGY is offering approximate- 
ly fifteen industrial research fellowships 
in physics, chemistry, metallurgy, cer- 

amics, engineering mechanics, 
and electrical engineering to 
begin in September 1952. Those 
persons awarded _ fellowships 
will attend Illinois Institute of 
Technology half-time and work 
in the Research Foundation 
half-time in a graduate pro- 
gram leading to advanced aca- 
demic degrees. They are em- 
ployed full-time by the Foun- 
dation during the summer. 
Awards are made on a com- 
petitive basis to U. S. citizens 
under 28 years of age holding a 
bachelor’s degree from an 
accredited engineering or scien- 


Packaging operation at Pennsalt's 
new industrial cleaner plant in 
Portland, Oregon 
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tific school or liberal arts college with a 
major in one of the appropriate sciences. 

Application forms may be obtained 
from the Office of Admissions, Graduate 
School of Illinois Institute of Technology 
Applications received prior to March 15 
will be given first consideration. 


The combination of SHARPLES 
CHEMICALS INC, with the PENNSYL- 
VANIA SALT MANUFACTURING 
COMPANY through an exchange of 
common stock has now been effected, 
George B. Beitzel, Pennsalt president, 
has announced. 

For the present Sharples will continue 
to operate as a separate unit of Penn- 
salt, with, however, an exchange of tech- 
nical information and coordination of 
some policies to the mutual benefit of 
both organizations. 


Field service representatives from the 
Cleveland, New England, New York, and 
Philadelphia sales divisions of OAKITE 
PRODUCTS, INC., manufacturer of spe- 
cialized cleaning materials, convened for 
a series of technical-sales conferences at 
the Hotel Statler in New York City on 
November 29-30 and December 1. Fea- 
tured subject of these discussion meet- 
ings was the major role that cleaning 
and allied procedures must play in help- 
ing industry meet increased defense and 
civilian production requirements. Also 
heard were reports from Oakite research 


service engineers and techni- 
cians on new developments in cleaning 
and related materials made 
available to industry. 

Similar conterences were held in San 
Francisco and Cnicago during November 


chemists, 


soon to be 


Under the auspices of the Economic 
Cooperation Administration, 18 members 
of the Netherlands Electroplating Pro- 
ductivity Team visited GERITY-MICHI- 
GAN CORPORATION’S main plant at 
Adrian, Michigan, on December 4. Gerity- 
Michigan is one of the largest independ- 
ent electroplaters in the field of decora- 
tive chrome trim. 

The purpose of the visit of the team 
was to study the factors which result in 
the high productivity and improved qual- 
ity of products attained in correlated in- 
dustries in the United States. On their 
return to Holland they will report on their 
findings and make such recommendations 
as can be applied toward increasing the 
efficiency of their own industry. 


wholly-owned 
CHEMICAL 
recently by 
vice 


The formation of two 
subsidiaries of THE DOW 
COMPANY was announced 
Dr. Mark E. Putnam, executive 
president of the parent company. 

The two companies, Dow Chemical In- 
ter-American Limited and Dow Chemical 
International Limited, represent a move 
to extend Dow’s international activities. 
The former wil! handle the parent com- 


View of the service representatives who attended the Oakite annual technical sales conference 
in New York City 
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pany’s business affairs in Mexico, Cen- 
tral and South America, and the West 
Indies, while the latter will perform sim- 
ilar functions in Europe, Asia, Africa, 
and Australia. 

Identical officers and directors were 
named for the two new firms, headed 
by Clayton S. Shoemaker, Dow's former 
Eastern sales manager, as_ president. 
Howard R. Ball, former export sales 
manager, wiil be sales manager of the 
subsidiaries, and William R. Clulo, for- 
mer accounting supervisor, has’ been 
named treasurer and assistant secretary. 

Mr. Shoemaker said the firms would 
make their headquarters in Midland and 
that personne! of the present export sales 
department would help staff the new or- 
ganizations. 


The formation of a General Electric 
Company Chemical Division product de- 
partment to be known as the SILICONE 
PRODUCTS DEPARTMENT has been 
announced by Robert L. Gibson, general 
manager of the Division. Simultaneously 
it was announced by Mr. Gibson that Dr. 
Charles E. Reed, engineering manager of 
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Division, has been named 
newly formed 


the Chemical 
general manager of the 
department. 

With the formation of the Silicone 
Products Department, having headquar- 
ters in Waterford, New York, the G-E 
Chemical Division is now made up of four 
product departments, the other three be- 
ing Plastics, Chemical Materials, and 
Laminated and Insulating Products. 

Formerly included as products manu- 
factured by the Chemical Materials De- 
partment, Mr. Gibson stated that the for- 
mation of a separate department to pro- 
duce silicones was made desirable by the 
rapidly expanding silicone business. 


It was recently announced by THE 
BUCKEYE PRODUCTS COMPANY, Cin- 
cinnati, Ohio, that arrangements have 
been concluded for a licensing agreement 
with Industrial Chemical Products, Ltd., 
Pty., Johannesburg, South Africa, where- 
by they will manufacture the complete 
line of Speedie Buffing and Polishing 
Compositions. 

All Speedie Compositions will be avail- 
able in both South Africa and the Rho- 
desias in accordance with the agreement 
which was concluded in the general offices 
of The Buckeye Products Company be- 
tween Charles Wise, secretary, and Alex- 
andre Lorant, director, who made a spe- 
cial trip to Cincinnati during his recent 
visit to this country. 


Another patent has been issued to 
James A. Bede, president of BEDE 
PRODUCTS, INC., Cleveland, Ohio, cov- 
ering the company’s line of industrial 
paint heaters. The patent, No. 2,576,588, 
covers the dua! use of aluminum as a 
heat transfer agent and as an explosion- 
proof housing for the heating elements. 
The use of aluminum is said to provide 
a heat transfer agent far more efficient 
than water or other liquids. 


NORTON BEHR-MANNING OVER- 
SEAS INCORPORATED has formed a 
sales-distributing company in Mexico, 
Herbert A. Stanton, president, has an- 
nounced. 

Known as Norton Behr-Manning, S.A. 
de C.V., the company is located in Mex- 
ico City where it will supervise the sales 
and distribution of Norton Company, 
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day for complete information and 
the latest Torit catalog. 
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Behr-Manning Corporation, and Norton 
Pike Company products throughout Mex- 
ico. Adequate stocks of grinding wheels, 
abrasives, polishing grain, sharpening 
stones, abrasive paper and cloth, and 
pressure sensitive tape are now available. 

Mr. Stanton is president of the new 
sales company with Edgar A. Maschal, 
formerly of Durex Abrasives Corporation, 
vice president and general manager. Di- 
rectors include: A. Donald Kelso, execu- 
tive vice president, Norton Behr-Manning 
Overseas Inc.; Jess N. Dalton and Julio 
tiquelme, both of Mexico City; Mr. 
Maschal and Mr. Stanton. 


A $21, million continuous galvanizing 
plant will be under construction shortly 
at Martins Ferry, Ohio, it was announced 
by J. H. McElhinney, vice pesident in 
charge of operations of WHEELING 
STEEL CORPORATION. 

Planned and developed by Wheeling 
Steel engineers, the plant will follow 
basic principles perfected in a pilot plant 
that has been operated as an experiment 
for many months and will produce large 


Black Oxide finishing for rust resist- 
ance and decorative parts. Speedy 
black coating in water solution with 
no electric current. black 
finish on ordnance parts, tools, air- 
craft, bearing races. Dazzling black 
decorative finish for television cam- 
eras, business machines, hardware, 
metal screens and machine parts. Ex- 
cellent bond for paints and enamels. 
Simple one bath operation. Write for 
bulletin H-16. Park Chemical Co., 8078 
Military Ave., Detroit 4, Mich. 


Permanent 
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tonnages of galvanized sheets in coils 
3,000 to 4,000 feet in length. This zinc- 
coated steel is required by fabricators 
and sheet metal contractors, many of the 
former using the product in coils, while 
the latter generally specify merchant 
sizes of such steel in flat sheets sheared 
from the coils at the mill. 


FINE ORGANICS, INC., according to 
Nicholas M. Molnar, president, has ap- 
proved plans to enlarge buildings to 
house increased laboratory and produc- 
tion facilities at the Lodi, New Jersey 
plant. Research contracts from military 
services together with rapidly expanding 
requirements of the company’s Aviation- 
Industrial Chemicals Division have made 
additional facilities urgently necessary. 


The DOW CHEMICAL COMPANY has 
acquired a 600-acre tract of land near 
Williamsburg, Virginia, as a possible fu- 
ture plant site. 

Options on the property, which fronts 
on the James River seven miles south- 
east of Williamsburg, were taken up by 
the Austin Company of Cleveland which 
does most of Dow’s construction work 
and negotiated the purchase for Dow. 


NEW POSITIONS 


H. J. McCracken, president of the 
Northwest Chemical Co., Detroit 4, Mich., 
has announced the appointment of HAR- 
RY AMEDRO as Syracuse and western 


Harry Amedro (left), Howard F. Johnson 
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New York representative and the JOHN- 
SON SALES CO., Montclair, N. J., 
Middle Atlantic States representative. 
Mr. Amedro attended Syracuse Uni- 
versity where he majored in chemistry 
while employed in the Works Laboratory 
of the Allied Chemical and Dye Corp. 
With a background of a chemical de- 
gree from Johns Hopkins University and 
special courses in physical chemistry and 
electroplating at New York University, 
Howard F. Johnson, head of the John- 
son Sales Company, has had a liberal 
experience in Chemical engineering 


as its 


Renshaw Smith, Jr., vice president in 
charge of trade sales for the Vita-Var 
Corporation, Newark, New Jersey paint 
manufacturer, has announced the ap- 
pointment of NED PEARSON as South- 
ern district sales manager. 

Mr. Pearson will supervise and develop 
trade sales in Virginia, West Virginia, 
North Carolina, South Carolina, Georgia, 
Florida, Alabama, and Tennessee. 


ROBERT Ss.) MERCER has 
Pennsylvania Salt 


joined 
Manufacturing Com- 
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pany as sales engineer on corrosion re- 
sistant products, it was announced by 
2obert R. Pierce, sales manager of the 
Corrosion Engineering Products Depart- 
ment. 

Mr. Mercer attended Drexel Institute, 
where he earned his Bachelor of Science 
degree in chemical engineering in 1935. 
He is a member of the American Chem- 
ical Society. 


J. FRED DUD- 
LEY has been ap- 
pointed chief engi- 
neer of Commercial 
Solvents Corpora- 
tion, it has been 
announced by May- 
nard C. Wheeler, 
vice president in 
charge of produc- 
tion and engineer- 
ing. Mr. Dudley, 
who will make his 
headquarters 
in Terre Haute, In- 
diana, replaces 
HOMER KIEWEG 
who has been made 
manager of the 
Central Division of 
the production de- 
partment. 

Mr. Dudley joined Commercial Solvents 
in 1943, and was appointed assistant 
chief engineer in February 1951. He is a 
member of the American Chemical So- 
ciety and the American Institute of 
Chemical Engineers. 


J. Fred Dudley 


LLOYD E. KELLY, manager of East- 
ern sales for the Pigments Department 
of the Du Pont Company, retired Febru- 
ary 1 after 30 years with the company. 
He was succeeded by WALTER J. BEAS- 
TEN, a pigments salesman in the Phila- 
delphia sales office. 

Mr. Kelly joined Du Pont in 1921 as a 
chemist in the Chemical Department. 
Following his transfer to sales’ work, he 
held several positions until he was named 
manager of Eastern sales in 1945. 

Mr. Beasten has been with the Du Pont 
Company since 1924. His tirst job was as 
an office boy in Wilmington, and he ad 
vanced through positions of clerk and 
sales clerk in other locations. In 1935 he 
was advanced to salesman and was trans- 
ferred to the Philadelphia office. 
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Speeds from 1,500 to 3,000 RPM are instantly avail- 
able with the turn of the dial while the lathe is in 
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lost motion. 

The Hammond VRO Variable Speed Polishing Lathe 
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Maximum wheel economy is assured, too, because 
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DR. WILLIAM BLUM, internationally 
known for his contributions to the field 
of electrochemistry, has retired as Chief 
of the Electrodeposition Section of the 
National Bureau of Standards after 42 
years’ service. Appointed to take his 
place is DR. ABNER BRENNER, who 
has been engaged in electrodeposition re- 
search at the Bureau since 1930. 

A graduate of the University of Penn- 
sylvania with a Ph.D. degree in chem- 
istry, Dr. Blum’s many technical papers 
reflect his contributions to the field of 
electrodeposition. He is the author of 


Dr. William Blum (left), Dr. Abner Brenner 


chapters in several corrosion handbooks 
and of the revised third edition of the 
text, ‘Principles of Electroplating and 
Electroforming,’’ as well as other tech- 
nical articles. 

Dr. Blum was recently honored by the 
Electrodepositers’ Technical Society of 
London, being elected as an honorary 
member, the sixth in its 26 years of ex- 
istence. He is also an honorary member 
of the American Electroplaters’ Society. 
He received the Medal of the Institute 
of Chemistry for Distinguished Govern- 
mental Service in 1926 and the Acheson 
Medal of the Electrochemical Society in 
1944. He has held a graduate research fel- 
lowship at the University of Pennsyl- 
vania. 

He is a member of the 
Chemical Society, the 


American 
Electrochemical 


Society, the A.S.T.M., the Washington 
Academy of Science, and the American 
Association for the Advancement of 
Science. 

Dr. Brenner received a B.A. degree in 
chemistry from the University of Mis- 
souri in 1929, a M.S. in chemistry from 
the University of Wisconsin in 1930, and 
a Ph.D. in chemistry from the University 
of Maryland in 1939. He received a re- 
search fellowship from the University of 
Wisconsin in 19380 and the Procter Award 
for the best papers presented to the 1946 
and 1948 Annual Conventions of the 
American Electroplaters’ Society. 

Dr. Brenner is the author of many 
technical papers in the electroplating 
field. He is the inventor of the magne- 
gage and has developed a process for the 
purification of rhodium plating solutions. 

Dr. Brenner is a member of the Amer- 
ican Chemical Society, the American 
Electroplaters Society, Electrodepositers 
Technical Society, the Electrochemical 
Society, the Washington Association of 
Scientists, Phi Beta Kappa, and Sig- 
ma Xi. 


BURTON E. DRURY, JR., has been 
named sales manager of United Platers, 
Inc., Glenn H. Friedt, president, has an- 
nounced. Mr. Drury, Jr., formerly was 
with Wilson Foundry & Machine Com- 
pany for nine years, the last five as sales 
manager. 

United Platers provides plating, rust- 
proofing, and metal processing service to 
the automotive and allied industries: At 
the present time, the company is shift- 
ing most of its production to various 
defense projects. 


In a continuing program of personnel 
expansion, Conforming Matrix Corp., 
Toledo, Ohio, has announced the appoint- 
ment of ELMER L. FABER as plant 
superintendent and head of the engineer- 
ing department and MILTON T. SCHIM- 
MEL as engineering sales manager. 

A mechanical engineering graduate of 
both Ohio Northern University and Co- 
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lumbia University, Mr. Faber has served 
with the American Propeller Corporation, 
Willys-Overland Motor, Inc., Rabsom & 
Randolph Company, and as chief of 


Fimer L. Faber (left), Milton T. Schimmel 


methods at the Rossford Army Ordnance 
Depot, largest automotive and _ special 
equipment repair parts depot in the world. 

Widely known for his experience in 
production spray painting and the design- 
ing and building of ovens and conveyor- 
ized equipment for spray finishing, Mr. 
Schimmel received his mechanical and 
electrical engineering education at the 
University of Cincinnati and the Univer- 
sity of Toledo. He was formerly associ- 
ated with the Bowling Green Rubber 
Company and the Manufacturers Enam- 
eling Corporation. 


JESSE W. ROSENQUIST has’ been 
appointed territorial representative in 
Maine, New Hampshire, Vermont, and 
part of Massachusetts by the Mine 
Safety Appllances Company, Pittsburgh 
manufacturer of safety equipment for 
industry. 

Mr. Rosenquist joined the company’s 
sales engineering staff following his 
graduation from Loyola University, Los 
Angeles. His work up to the present has 
been concentrated on industrial safety 
problems. 


JOHN R. HOOVER has been elected 
president of B. F. Goodrich Chemical Co., 
Cleveiand, Ohio, it was announced by 
John L. Collyer, president, The B. F. 
Goodrich Company. He succeeds William 


S. Richardson, whose increased respon- 
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sibilities as vice president of the parent 
company will include the chemical firm. 
He will continue to make his headquar- 
ters in Cleveland, where the chemical 
concern has its main offices. 

Mr. Hoover was graduated from Har- 
vard University in 1925 with a degree in 
chemistry; has been president of Plas- 
tic Materials Manufacturers Association, 
Inc.; and is a member of the Society of 
the Plastics Industry, Society of Plas- 
tics Engineers, American Institute of 
Chemical Engineers, and the Chemists’ 
Club of New York. 


ALAN H. HARRIS has been appointed 
products manager of the Phosphate Coat- 
ing Division for Detrex Corp., Detroit 32, 
Mich., according to an announcement by 
W. F. Newbery, director of sales. 

An alumnus of the University of Mich- 
igan, Mr. Harris holds degrees in both 
chemical and metallurgical engineering. 
During the past four years, he has held 
the positions of sales representative, and 
development technical coordinator. 


According to an announcment by G. 
Klinkenstein, president of the Maas & 
Waldstein Co., Newark, N. J., RICH- 
ARD s. BLAKE and SAUL ROBINSON 


Richard S. Blake (left), Saul Robinson 


have been appointed to the M & W sales 
force. Mr. Blake will cover part of the 
Connecticut and western Massachusetts 
territory and Mr. Robinson has been as- 
signed to the northern New Jersey area. 

30th men have had experience as lac- 
quer chemists, as well as devoting a good 
deal of their time to technical service 
problems in industry. 


February, 1952 





wl 18) NY OPERATE THIS 


ENTIRE FINISHING SYSTEM 


The Newly Installed 
Finishing System at 


THE RANDALL CO. 


FROM START= =) 
TO FINISH gar Be 


With the demand for skilled labor con- 
stantly exceeding the supply, efficient utili- 





zation of the available labor supply is important in your 
finishing operation. This finishing system at the Randall 
Manufacturing Co. was planned by Young and Bertke to 
operate with minimum manpower. Only three men are used 
in the operation. Perhaps your present finishing system can 
be designed to operate more efficiently. Or you may be 
contemplating a new one. In any case write us; we'll be 
glad to help you. 


SPRAY BOOTHS @ OVENS @ DUST and FUME CONTROL 
2291 BUCK ST. CINCINNATI (14), OHIO 
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ORVILLE O. KENWORTHY has been 
named assistant director of research in 
the Central Research Division of Ferro 
Corp., Cleveland, 
Ohio. Dr. G. FH. 
McIntyre, vice 
president and di- 
rector of research, 
said in announcing 
the appointment 
that rapid growth 
of the firm’s re- 
search division has 
made closer super- 
vision of projects 
necessary. 

As assistant di- 
rector, Mr. Ken- 
worthy will assist 
Dr. McIntyre in di- 
recting Ferro’s 
overall research 
program. He will 
also continue as di- 
rector of chemical 
position he has held since 


Orville O. Kenworthy 


research, a 
1950. 

Mr. Kenworthy, who joined Ferro in 
1946, holds B.S. and M.S. degrees in 
chemistry from Oklahoma A & M Col- 
lege. He is a member of the American 
Chemical Society, Alpha Sigma, Phi 
Lambda Upsilon, and the Reserve Of- 
ficers Association. He is a director of the 
Cleveland chapter of the Armed Forces 
Chemical Association and is listed in 
‘“‘American Men of Science.’’ 


The opening of a 
sales office in Cin- 
cinnati for Hercu- 
les Powder Com- 
pany’s Synthetics 
Department has 
been announced. 

FRANK W. 
BEAVERS, for- 
merly of the de- 
partment’s Cleve- 
land office, will be 
technical represen- 
tative in the Cin- 
cinnati office. Ac- 
cording to the an- 
nouncement, Syn- 
thetics also will 
have warehouse fa- 
cilities in Cincin- 
nati in addition to 
their present warehouse facilities in 
Louisville, Kentucky. 


Frank W. Beavers 
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Mr. Beavers for the past five years has 
been a technical service representative 
for Synthetics in Ohio, Pennsylvania, 
Michigan, New York, and Canada. Previ- 
ous to this he worked in Synthetics re- 
search and development group at Her- 
cules Experiment Station in Wilmington. 
In this work the emphasis was on re- 
search related to customers’ products. 


The Electric Products Co., Cleveland, 
Ohio, manufacturer of special motors and 
generators, has announced that DR. 
WILLIAM A. 
THOMAS has 
joined its engineer- 
ing staff. 

Graduating from 
Case Institute of 
Technology, Dr. 
Thomas joined the 
engineering de - 
partment of Gen- 
eral Electric. 
Leaving there in 
1930 he spent the 
following ten years 
teaching and gain- 
ing his master’s 
and doctor’s de- 
grees in engineer- 
ing. F'rom 1940 to 
1948 he was an Dr 
electrical engineer 
with Du Pont and 
then returned to Case as 
electrical engineering. 

Active for many years in AIEE affairs, 
Dr. Thomas has been director of the 
Iowa Section and vice chairman and 
treasurer of the Wilmington Sub-Section. 
At present, he is chairman of the Basic 
Sciences Group of the Cleveland Section 
and is a member of the National Com- 
mittee on Basic Sciences. 


Wm. A. Thomas 


professor of 


The Permutit Company has announced 
the appointment of CLYDE R. POORE 
as assistant sales engineer for its sales 
office located at 831 E. Morehead St., 
Charlotte 3, N. C. In his new capacity 
he will work with Norman D. Doane, 
sales engineer, in the sales and service 
of Permutit’s line of industrial water 
conditioning equipment. 

A graduate of Guilford College, North 
Carolina, Mr. Poore has had three years’ 
experience in the application of indus- 
trial water conditioning apparatus. 


February, 1952 








Ahead of the paint line comes the Bonderite 
line. The nation’s most carefully finished 
products travel a Bonderite line, and in a 
few minutes acquire a nonmetallic coating 
which is corrosion resistant and is a per- 
fect base for paint. 

These few minutes in the Bonderite line can 
add years to the service and appearance life 
of products from automobiles and home ap- 
pliances to military equipment and supplies. 
Bonderite is extremely versatile, easy to 
control, uniform in results, dependable in 
operation, economical to use. Works as well 
in immersion tanks for limited production as 
on the largest mass production lines. 

Get complete information on Bonderite now. 
Write today! : 


BONDERITE. corrosion resistant paint base 
BONDERITE and BONDERLUBE—aids in cold forming of metals 
PARCO COMPOUND-—rust resistant 

PARCO LUBRITE— wear resistant for friction surfaces 
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The few minutes in the 
Bonderite Line can add years 
to fine paint finishes 

















Parker Rust Proof Company 
2172 E. MILWAUKEE AVE 
DETROIT 11, MICHIGAN 





*Bonderite, Bonderlube, Parco, Parco Lubrite—Reg US. Pat. Off 
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L. J. CARSON, former general man- 
ager of Link-Belt Company’s Minneap- 
olis plant, has resigned from his position 
as Price Executive of Machinery Branch 
of the Industrial Materials and Manu- 
factured Goods Division of O.P.S. in 
Washington, D. C., and has been named 
general manager of Link-Belt’s new Col- 
mar, Pennsylvania plant. This plant is 
now under construction and is scheduled 
to be in operation soon. 


GROVER C. HANSEN, manager of 
sulfuric acid production in the Grasselli 
Chemicals Department of the Du Pont 
Company, retired January 1 after more 
than 40 years with the department and 
its predecessor, The Grasselli Chemical 
Company. 

Upon his retirement, sulfuric acid pro- 
duction supervision was assigned to AL- 
VIN A. COREY, Graselli production man- 
ager 


Three appointments affecting Norton 
Lompany’s Research and Development 
and Personnel departments were an- 
nounced recently by Milton F. Beecher, 
director of research and development, 
and F'rank Zacher, director of personnel. 

DR. NEWMAN W. THIBAULT was 
named chief of a newly-formed Physical 
Research Section of the Research and 
Development department. 
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RICHARD E. ENGLUND became 
grinding service engineer in charge of a 
new Grinding Service Section. 

Dr. Thibault will direct all physical re- 
search, and Mr. Englund all grinding 
tests and other services previously un- 
der the head of H. Walter Wagner who 
retired December 31. 

In another move, ROBERT W. CORN- 
ISH was appointed supervisor of Train- 
ing in the Personnel department. In this 
new capacity, Mr. Cornish will be re- 
sponsible for both factory and _ sales 
training. 


In recognition of 60 years with the 
Norton Company, GEORGE N. JEPP- 
SON, chairman of the board, received a 
gold medal struck especially for the an- 
niversary. The medal was presented to 
Mr. Jeppson by company president, Mil- 
ton P. Higgins, at the directors’ dinner 
following the annual stockholders meet- 
ing in Worcester January 15. Indentical 
bronze medals were given all employees 
as a memento of the occasion. 


Robert A. Weaver, chairman of the 
board of Ferro Corp., Cleveland, Ohio, 
presented three employees Weaver 
Awards for their outstanding contribu- 
tions to the company in 1951. Winners 
are JESSE D. WALTON, JR., research 
engineer; RUDOLPH FOSTER, produc- 
tion foreman in the smelting department; 
and MICHAEL UNGAR, JR., production 
foreman in the milling department. 

Mr. Walton, who was 
commended for initiative 
and skill in designing and 
constructing new “°re- 
search equipment, is a 
1950 graduate of Georgia 
Tech. As a student, he 
was winner of Ferro’s 
national Student Contest 
for the best paper on por- 
celain enameling. 


Robert A. Weaver is shown 

presenting awards to (left to 

tight) Jesse D. Walton, Jr., 

Rudolph Foster, and Michael 
Ungar, Jr. 
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HERE'S WHAT A COMPLETE 
- KOCH FINISHING SYSTEM 
CAN DO FOR YOU-- 


@ GIVE YOU A LOWER PER-UNIT COST 





@ CUT REJECTS TO A MINIMUM 





@ INSURE A CONSISTENTLY FINE FINISH 





@ LOWER YOUR LABOR COSTS 


Now is the time to get the complete story—how a 
KOCH complete conveyorized system can give you 
smooth, controlled production at a lower cost. Regard- 
less of your present production rate or size of work- 
ing area, tremendous profit potentialities are await- 





ing you. 


PHONE, WIRE or WRITE TODAY! 


rej ze) :te1 4 KOCH SONS, INC. 


EVANSVILLE, INDIANA 
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Messrs. Foster and Ungar were given 
awards for initiative and development of 
practical ideas that improved equipment 
and production in their departments. 


J W. HAINES, technical service rep- 
resentative of Oakite Products, Inc., 
manufacturer of industrial cleaning and 
allied materials, was the recipient of the 
D. C. Ball Award for Distinguished Serv- 
ice at the December technical-sales con- 
ference of Oakite field representatives 
held at the Hotel Statler in New York. 

Presentation of the award, which is 
given in memory of David Clifton Ball, 
pioneer in industrial cleaning procedures, 
founder of the company, and chairman 
of its board of directors until his death 
last year, will be presented annually to 
the member of the firm’s nationwide field 
organization adjudged to have rendered 
the most outstanding service to industry 
during the year. 


In observance of their 25th anniversary 
in the employ of The Buckeye Products 
Company, Cincinnati, manufacturer of 
buffing and polishing compositions, Pres- 
ident Arthur Hoffheimer recently pre- 
sented wrist watches to GOBLE RUS- 
SELL and CARL TESCHNER. Mr. Rus- 
sell is now shop superintendent, having 
started in 1926. as.a laborer, while Mr. 
Teschner is a machinist. 


President Arthur Hoffheimer presenting wrist 
watches to Carl Teschner (left) and Goble Rus- 
sell (right). 
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J. W. Haines is shown receiving the D. C. Ball 

Award for Distinguished Service from John A. 

Carter, Oakite president, as sales manager 
Frank L. Oldroyd looks on. 


Oe on i a ee a 


The 16th ANNUAL TECHNICAL SES- 
SION of the BOSTON A.E.S. BRANCH 
will be held Saturday, April 19, at the 
Hotel Statler in Boston. 

Speakers for the program, which be- 
gins at 2 p.m., are Arthur W. Logozzo, 
Nutmeg Chrome Corp., West Hartford, 
Conn., ‘‘Modern Industrial Hard Chrome 
Plating’; C. F. Nixon, General Motors 
Corp., Detroit, Mich., president of the 
A.E.S., ‘‘Present-Day Decorative Plat- 
ing’’; and Dr. Louis Weisberg, consulting 
engineer, New York City, ‘‘Recent De- 
velopments in the Disposal of Piating 
Wastes.”’ 


On December 20 at a special meeting of 
NIHON MEKKI KYOKAI, JAPANESE 
ELECTROPLATING SOCIETY (J. E. 
P. S.), held in the Hall of Electroplating 
in Tokyo (Society headquarters and edi- 
torial office of ‘‘Mekki’’—‘‘Plating’’), 
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The illustration at right is a report of the visit 
of Lt. Col. Blount to some of the plating shops 
in the Tokyo area, published in the Magazine 
‘“Mekki”’ (Plating). The article reports the in- 
spection, by Dr. Tajima and Lt. Col. Blount, 
of the Miyata Works, Ltd., Ohsawa Plating 
Works, and Seikosha Works. The editor con- 
cludes the article by expressing his hope that 
the publication ‘‘Mekki'’ (being distributed 
also in the U. S.) may be helpful in strength- 
ening ties of friendship between the U. S. and 
Japan. 


+r NONIN 
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Ezra A. Blount, editor of PRODUCTS 
FINISHING, presented a brief outline of 
“U. S. Electroplating Practice’’. The sub- 
jects covered in the talk were: basic dif- 
ferences in the U. S. and Japanese plat- 
ing industry, bright nickel plating, dia- 
phragm plating tanks, mechanical polish- 
ing and barrel finishing, anodizing, hard 
chromium and nickel plating, and bright 
dips for zine. 

The talk, as well as questions and 
answers, was translated into Japanese by 
Mr. Y. Takamizawa, of the Japan Iron 
and Steel Co., Ltd., formerly engineer to 
the Japan Nickel Information Bureau of 
the International Nickel Company. 
Blackboard sketches helped bridge the 
‘language barrier’’, particularly in the 
description of that part of the paper de- 
scribing elements of a diaphragm plating 
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Shown at the speakers’ table, prior to the December 20 meeting of the Japanese Electroplating 
Society in Tokyo, are (left to right): Dr. Sakae Tajima, Lt. Col. Blount, and Mr. Y. Takamizawa, 
interpreter. 


(Illustration and photo courtesy ‘‘Mekki,’’ Tokyo, Japan) 
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tank installation. The members and 
guests present (limited to 50 by the size 
of the meeting room) showed great in- 
terest in this new development, as well as 
in brighteners and wetting agents for 
plating solutions. 

The paper presentation and question 
period lasted three hours (including 
translation time)—quite a long meeting 
by American Electroplaters’ Society 
standards. A wire recording of the meet- 
ing will be transcribed in both the Osaka 
and Nagoya Branches of the Japanese 
Electroplating Society. 

The speaker was introduced by Dr. 
Sakae Tajima, professor of electro¢éhem- 
istry at Tokoyo Metropolitan University, 
counselor of the Japanese Electroplating 
Society, secretary of the Electrochemical 
Society of Japan, member of the Board 
of Trustees of the Society of Metal Fin- 
ishing. At the conclusion of the meeting, 
Lt. Col Blount (the first representative 
of the U. S. electroplating industry to 
Visit Japan since the war) was presented 
With a souvenir expressing the apprecia- 
tion of the group by Mr. Jiro Takahama, 
“elder statesman”’ of the Society, direc- 
tor of Nihon Mekki Kyokai, and chief 
editor of the periodical ‘‘Mekki’’ (Plat- 
ing) who closed the meeting with the 
traditional words of hearty thanks, 
“Domo arigato gozaimashita’’. 


1 i on ok Sokcm 4 


JAMES A. RAFFERTY, vice president 
and director of Union Carbide and Car- 
bon Corporation, died December 19 at the 
age of 65. 

Mr. Rafferty was a pioneer in the de- 
velopment of the synthetic organic chem- 
ical industry in the United States, which 
Was built up largely under his direction 
Since its beginning in 1920. During World 
War II he was executive official in charge 
of the extensive operations of Union Car- 
bide in behalf of the Government. 


JOHN F. SEGELCKE, manager 
of the Organic Acids and Plasticizers 
Department of American Cvanamid Com- 
pany's Industriat ~Chemicals Division, 
died suddenly on Saturday, December 1 

Mr. Segelcke joined Cvanamid 1921 
He attende y im! and New 


Universiti and a member 


sales 


“ommittee 
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OF INTEREST 
TO FINISHERS 


Feb. 16. Annual Educational Session 
and Banquet, New York Branch, A.E.S., 
Statler Hotel, New York, New York. 


Mar. 3-7 Spring Meeting, American So- 
ciety of Testing Materials, Hotel Statler, 
Cleveland, Ohio. 


Mar. 10-14. Annual National Conference 
and Exhibition, National Association of 
Corrosion Engineers, Galveston, Texas. 


Mar. 15. 
and Banquet, 
Biltmore Hotel, 


Apr. 3-5. Pacific Coast Production 
Clubs’ Symposium and Paint Industries’ 
Raw Material and Equipment Exhibit, 
3iltmore Hotel, Los Angeles, California. 


Annual Educational Session 
Dayton Branch, A.E.S., 
Dayton, Ohio. 


Apr. 19. 16th Annual Technical Session 
and Banquet, Boston Branch, A.E.S., 
Hotel Statler, Boston, Massachusetts. 


Apr. 26. A.E.S. Indianapolis Branch 
Educational Session and Dinner-Dance, 
Athletic Club, Indianapolis. 


Apr. 26. 10th Annual Educational Ses- 
sion and Banquet, Rockford Branch, 
A.E.S., Rockford, Illinois. 


Apr. 
Oil Chemists Society, 
Houston, Texas. 

Apr. 27-May 1. 4th Annual Meeting, 
The American Ceramic Society, William 
Penn Hotel, Pittsburgh, Pennsylvania. 


28-30 Spring Meeting, American 
Shamrock Hotel, 


May 4-8. 50th Anniversary Meeting, The 
Electrochemical Society, Benjamin 
Franklin Hotel, Philadelphia, Pennsyl- 
vania. 

June 16-20. 3rd Industrial Finishing Ex- 
position and 39th Annual Convention, 
American Electroplaters’ Society, Inter- 
national Amphitheatre, Chicago, Illinois. 

June 23-27. 50th Anniversary, American 
society for Testing Materials, Hotels 
Statler and New Yorker, New York, New 
York. 

Oct. 22-24. 2Zilst Annual Meeting, Porce- 
lain Enamel Institute, Greenbrier Hotel 
White Sulphur Springs. West Virginia 





Check How 
BEDE PAINT HEATERS 


COSTS! 


Turn finishing waste into profits! With 
the amazing hot-spray method, using 
Bede Heaters, you get higher quality 
finishes. You cut loss from rejects. Fas- 
ter production permits more jobs with- 
out costly additions of equipment. You 
save paint waste and cut thinner bills 
more than half. 





Bede Paint Heaters are quickly and 

easily installed in any finishing opera- 

tion. They require no major changes 

or additional equipment. Paint temper- 

ature and viscosity are thermostatical- 

x SOMETHING ’ ui _ oobi he 

EW! oused in cast a uminum. rove y 

thousands of installations, there is a 

© A list of users in Bede model best suited to every in- 
many Hines of mene dustrial finishing requirement. 


facturing. Yours for 
the asking! 





WRITE OR WIRE FOR ILLUSTRATED BULLETINS > 
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Product of Yamato-Gumi, Tokyo, Japan, this attractive candy dish, modeled after a 
Japanese house boat, is assembled from five lead-antimony castings. The base is fin- 
ished in green lacquer to simulate the appearance of water. The boat hull is heavily 
copper plated and silver plated, then coated with clear lacquer. The fore and aft 


deck plates are copper plated, silver plated, black oxidized and coated with clear 


lacquer. The shelter is copper and silver plated, oxidized, then ‘‘highlighted’”’ effec- 


tively before being clear lacquered. (The dish was presented to Ezra A. Blount, editor, 
upon the occasion of his recent visit to the Yamato-Gumi plant.) 


(PRODUCTS FINISHING Staff Photo) 


These eye-catching, one-eighth musical 
note andirons are made of cast iron, 
sandblasted, and coated with Du Pont 
flat black paint. After drying, they are 
brushed to a dull gloss. The legs are 
coated with a gold bronze. 


(Photo courtesy Tennessee Chromium Plating 
Co., Nashville 5, Tenn.) 
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The circus train of the American Flyer Lines is finished attractively with lacquer. 
All parts are hand sprayed, the locomotve and tender in red, the flat car chassis 
and passenger car in yellow. 


(Photo courtesy A. C. Gilbert Co., New Haven 6, Conn.) 


The 21-inch apartment size model electric 
range has a one-piece, turret-type cooking 
top. The waist-high broiler has a lining fin- 
ished in blue-speckled porcelain enamel and 
the front, sides, and top are finished with 
acid-resisting porcelain enamel. 


(Photo courtesy Perfection Stove Co., 
Cleveland 4, Ohio 
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Surface Finishing Machine 


The Clair Model 208 Surface Finishing 
Machine has been designed to eliminate 
Serious time-consuming operations in the 
Surface finishing of spoon handles, fork 
handles, and similarly shaped products. 
Although developed for a specific use 
through cooperation between Clair and 
several large silverware manufacturers, 
the machine is not limited to silverware 
applications but is recommended for many 
other curved items. 

The Clair Model 208 Machine, product 
of the Clair Manufacturing Co., 1010 S. 
Union St., Olean, N. Y., allows batches 
of work to be transferred as units from 
one holding rack to another between 
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bowl and handle operations. According to 
the manufacturer, the unit considerably 
speeds up production and also reduces 
the number of rejects. 

When originally constructed, the Clair 
Model 208 Machine had the small spindle 
for finishing the backs of the handles at 
top, while the large spindle for finishing 
handle fronts was on the bottom. This 
arrangement permitted acceptable sur- 
face finish, but required extra effort on 
the part of the operator. On transferring 
the loads from the bowl-finishing ma- 
chine, the operator had to turn the racks 
upside down before they were placed in 
the handle machine. Since 60 to 120 racks 
per hour were involved, Clair redesigned 
the machine, inverting the surface finish- 
ing rolls so that the racks did not have 

to be turned over. 

Operated by 
either 7% or 10 h.p. 
motors, the Clair 
Model 208 Machine 
has an automatic 
hydraulic ‘‘in’’ and 
“out’’ stroke which 
is adjustable from 
“. to 24 inches. It is 
equipped with an 
air circuit which 


Clair Model 208 Sur- 
face Finishing Ma- 
chine 


February, 1952 








provides automatic float of buffs at any 
predetermined uniform pressure. The 
standard machine is built with a safety 
bar across the front which controls in- 
stantaneous opening of the rolls during 
loading or as an emergency measure. 
Among a wide variety of optional fea- 
tures are controls which open rolls and 
arrest all actuation at the completion of 
any predetermined number of strokes 
from 1 to 400. 


Tantalum Heat Exchangers and 
Heating Coils 


Plating solution heating and cooling 
coils made of pure tantalum metal have 
been made available to the electroplating 
industry by United Chromium, Inc., 100 
E. 42nd St., New York 17, N. Y. Long 
a scientific curiosity, tantalum metal was 
finally produced commercially by Fan- 
steel Metallurgical Corporation in 1922, 
and has found increasing applications in 
the chemical and electrochemical indus- 
tries since that date. 

Of particular interest to platers is the 
exceptional resistance of tantalum to the 
acids commonly used in the plating in- 
dustry. It is not merely resistant to these 
acids, but when used as recommended, 
it is actually acid-proof. Even ‘‘aqua 
regia,’’ the mixture of acids which dis- 
solves gold and platinum, has no effect 
on tantalum. Tantalum is recommended 
for use in chromium plating solutions, 
nickel plating solutions, 
and solutions of acids, 
such as_ hydrochloric, 
sulfuric, and nitric. It is 
not recommended for use 
in alkaline solutions. 

Since tantalum is about 
as strong as steel, tubing 
need not be thick-walled 
to withstand high steam 
Also, since 
tantalum does not cor- 
rode under recommend- 
ed conditions, extra wall- 
thickness in tubing is not 
required to allow for cor- 
rosion. The walls of tan- 
talum tubing used in 
heating and cooling coils 


pressures. 


Tantalum Heating Coil 
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can therefore be made much thinner than 
those of lead tubing, resulting in quicker 
heat transfer. In addition, the heat con- 
ductivity of tantalum is two to three 
times that of lead. 

Another advantage is that the initial 
heat conductivity does not decrease be- 
cause tantalum does not react with plat- 
ing solutions to form a heat-insulating 
coating on the coils like the lead chro- 
mate coating formed by lead reacting 
with chromic acid. Since tantalum is 
about as hard as steel, steam and water 
flowing through tantalum tubing do not 
erode away the metal. Its high resistance 
to thermal shock permits sudden changes 
in temperature such as caused by steam 
replacing cold water in the coil. 

In electroplating, stray currents often 
flow through the heating coils making 
parts of them anodic. A stainless steel 
coil would have many advantages over a 
lead coil in a chromium plating solution 
if it were not for the fact that stainless 
steel dissolves rapidly in chromic acid 
when it becomes anodic. Tantalum, in- 
stead of dissolving when anodic, has the 
property of building up a high-resistance 
oxide film which stops the stray current. 

United Chromium engineers design 
Unichrome Tantalum Heating Coils to 
meet the requirements of each installa- 
tion. Immersion heating coils are made 
from tantalum tubing %-inch or 1-inch 
inside diameter and 0.013-inch wall. The 
hairpin type consists of a single tube 
bent in the form of a hairpin and held 
upright with the two ends above the so- 
tution. The vertical sides are 8 or 12 
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inches apart and the overall length is 
20, 26 or 38 inches. The U-bend type is 
bent in the form of a U with the sides 
upright and the bottom as wide as re- 
quired. Several coils are usually con- 
nected in parallel. 

In the Unichrome Heat Exchanger, the 
plating solution is pumped through one 
or more tantalum tubes 1 inch outside 
diameter and with 0.013-inch or 0.020-inch 
wall. Each tube is surrounded by an out- 
side shell of steel through which steam 
or cold water is circulated. Unichrome 
Heat Exchangers are designed to meet 
the requirements of each installation. 
The common sizes contain 1, 2, 4, or 6 
tantalum tubes of various lengths up to 
8 feet depending upon the amount of 
heat transfer required. Chromium plat- 
ing plants which have installed Uni- 
chrome Tantalum Heat Exchangers have 
reported that automatic temperature re- 
corders show temperature graphs of ex- 
ceptional uniformity. 


Die-Cut Masking Tape 
Panoco, 505 Carroll St., 
N. Y., has available 


Ssrooklyn 15, 
Die-Cut Masking 


MOST REVOLUTIONARY DEGREASER DEVELOPED! 


BAR-L*v»~ DEGREASER 


Use Solvent Drum for a Tank! 
LOW IN COST—ECONOMICAL 
PORTABLE and PRACTICAL 


How BAR-L Degreaser Works 
Trichlorethylene solvent is heated to a 
boiling point in lower section of drum. 
Vapors condense on work and wash off 
oil, grease and dirt. Most 
parts can be cleaned in 
seconds! Solvent vapors 
are kept inside the drum 
by a scientifically -de 
signed condenser which 
returns solvent to boiling 
hamber. REMEMBER 
Anything that can fit into 
a solvent drum can be 
cleaned in a BAR-L De- 
greaser! And it's priced 
right! 


Vopor 
Condenser 


ee 
Work Rest 

‘Liquid Solvent 

e 





7 Write for details on 








* Patent Pending other ‘‘MP’’ Degreasers. 


Manufacturers Phocessing Co. 


METAL CLEANING CHEMICALS AND EQUIPMENT 
1361 HILTON ROAD DETROIT 20, MICHIGAN 
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Tape which proved such a great assist- 
ance in accuracy and speed in masking 
operations during the last war. 

Die-Cut Masking Tape is now in use 
in many plants pressed for speed and 
accuracy in defense orders, where ac- 
curate masking operations are required, 
it is stated. 

Panoco die-cuts Minnesota Mining 
and Manufacturing Company’s Masking 
Tapes to the exact sizes, and is delivered 
as individual pieces to its customers. This 
method eliminates the time consumed in 
cutting tape in odd shapes for specific 
surfaces to be masked. 


Corrosion-Resistant Coating For 


Detrex Degreasers 

A tough material with superior corros- 
ion-resistant properties has been develop- 
ed and is now being used by Detrex Corp., 
Detroit 32, Mich., for coating the inside 
of its standard line of VS-800, hand-op- 
erated, solvent-vapor degreasers. This 
non-porous, phenolic-type coating, which 
is called Detrex FF-1, has proved to be 
exceptionally desirable from a standpoint 
of service life and maintenance. It is re- 
markably impervious to any dissolving 
effect by trichlorethylene and perchlore- 
thylene. It is also strongly resistant to 
any chemical breakdown that might be 
caused by water-solvent mixtures, and 
relatively strong solutions of acids and 
alkalies and their vapors, it is claimed. 

Machines coated with FF‘-1 have been 
production tested for several years under 
severe operating conditions without any 
sign of failure. 


Drying Metals by Water 


Displacement 


A water shedding compound known as 
Water Displacing Liquid No. 51 has been 


added to the !ine of water shedding 
agents produced by Enthone, Inc., Dept. 
PF, 442 Elm St., New Haven, Conn. The 
manufacturer claims that this product, 
which is a light liquid designed to displace 
water films from the surface of any met- 
al, offers specific advantages over those 
previously announced. 

The water is rapidly repelled from the 
metal surfaces by the liquid and settles 
separately to the bottom of the container. 
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The ways and means of making 
things impressive varies with the 
subject. The photographer’s 

art speaks for itself. However, 
with products, the most important 
way to make a lasting impression 
is through a finish that fully 
enhances every detail of the 
merchandise. 


Allow our Creative Studio to 
develop a distinctive finish that 
will impress you, your customers, 
and worthwhile prospects. 

No obligation to reputable firms 
for this sample-finishing service. 





No Tampering with Quality 


ROCKFORD VARNISH 


Affiliate 
GORDON BARTELS CO. ROCKFORD, ILLINOIS 


Roller Coating Specialists foe J of p seca te Coali 
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ia For more complete information on products ana processes mame 
use READER SERVICE CARDS inside covers. 


Light agitation will force water out of 
crevices and holes in parts. Tarnishing, 
staining, and deposition of solid residues 
are said to be prevented by a thin film 
remaining after evaporation of the sol- 
vent at room temperature. This thin film 
can be removed conveniently by vapor or 
liquid solvent degreasing if a perfectly 
clean surface is required. 

It is claimed that Water Displacing 
Liquid No. 51 leaves a scarcely detectable 
liquid film which offers moderate protec- 
tion against rusting or corrosion, and is 
said to be compatible with most rust- 
proofing and lubricating oils. 

The manufacturer states that the com- 
bination of Water Displacing Liquid No. 
51 and Enthone’s Emulsion Cleaner 75 
cifers a convenient method of cold clean- 
ing to remove oil, dust, chips, and other 
solid dirt. The work is immersed in 
Emulsion Cleaner 75, rinsed with cold 
water, and immersed in Water Displac- 
ing Liquid No. 51 to shed the water film 
and leave a thin protective coating after 
evaporation of the solvent. 


Nylon Holder for Felt Polishing 
Wheels 


A completely different type holder for 
felt polishing wheels has been added to 
its line of mold polishing supplies by the 


Detroit Mold Engineering Co., 6686 E. 
MecNichols Rd., Detroit 12, Mich. Molded 
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of durable nylon around a ‘,-inch diam- 
eter steel mandrel insert, the holder elim- 
inates all danger of damaging the work 
surface. 

The socket-type design of the unit uti- 
lizes the centrifugal force of the felt in 
conjunction with the raised ‘‘beads”’ 
along the inside diameter and bottom of 
the holder to give a solid gripping action 
on the felt bob, thus completely prevent- 
ing slippage and eccentricity. The design, 
according to the manufacturer, also gives 
longer life and greater versatility to the 
felt because it can be re-dressed right 
down through the axis without running 
into the center of the shaft. 

Produced in %4, %, and %4-inech diam- 
eters, the holders, together with an as- 
sortment of matching high-grade felts, 
are packaged as a kit in a transparent 
plastic container. The container itself, 
with the hinge top and neat compart- 
ments, not only furnishes permanent, 
clean storage facilities for the holders 
and felts but allows the polisher to sep- 
arate the various felts which have been 
used with different grades of polishing 
compounds. 


Ferrolum Lead Clad Steel and 
Cupralum Lead Clad Copper 


Two acid-resisting lead-clad metals 
have been introduced by Knapp Mills, 
Inc., 23-15 Borden Ave., Long Island 
City, New York. 

F'errolum is made by inseparably bond- 
ing lead and steel in such a way that 
the finished product combines lead’s 
unique immunity to sulfuric acid with 
steel’s strength. 

Cupralum is the result of inseparably 
bonding lead and copper, thereby retain- 
ing the best features of both metals: 
lead’s acid resistance and copper’s high 
electric conductivity and heat transfer. 

Both metals offer a solution to corro- 
sion problems known with the usage of 


Plastic kit containing felts and nylon holders 
for felt polishing wheels 
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New! Two tough chips 
speed barrel finishing 


Get smoother, faster barrel finish- 
ing with the toughest abrasive chips 
on the market——‘‘Honite”’ and ‘“‘Su- 
per Honite!”’ 

“‘Honite” retains a cutting edge 
longer than any other natural barrel 
finishing abrasive. It’s ideal for fine 
finishing to close tolerances, and for 
many other jobs involving a mini- 
mum amount of metal removal. 

“Super Honite”’ is a heavy, syn- 
thetic stone that gives more than 
twice the life of other abrasives— 

« the only stone engineered for 
both grinding and finishing. 


Ce 6 ee ee ee ee ee es es ss 


Minnesota Mining & Mfg. Co. 
Dept. PF-2, St. Paul 6, Minn. 


And, like other stones, ‘‘Honite’’ 
and “Super Honite’’ work best in 
combination with ‘‘Honite’? Com- 
pounds—the ‘“‘secret of success” 
for dependable, consistent finishing 
results. 

Stop expensive “‘guessing”’ for the 
right materials and methods! Ex- 
perienced 3M Engineers are ready 
to work with you to help you get 
best barrel finishing results at the 
lowest possible cost. Use coupon 
below for complete information and 
a copy of ‘3M Barrel Finishing.” 
No obligation. 


BARREL FINISHING CHIPS e 
COMPOUNDS e EQUIPMENT 





Made in U.S.A. by MINNESOTA MINING & MFG. CO., St. Paul 6, Minn., also makers of “Scotch” 
Brand Pressure-sensitive Tapes, “‘Scotch’’ Sound Recording Tape, ‘“3M’’ Abrasives, ‘““Underseal’”” Rub- 
berized Coating, ‘‘Scotchlite’’ Reflective Sheeting, ‘‘Safety-Walk’’ Non-slip Surfacing, ‘‘3M”’ Adhesives. 
General Export: Minnesota Mining & Mfg. Co., International Division, 270 Park Avenue, New 
York 17, N. Y. In Canada: Minnesota Mining & Mfg. of Canada, Ltd., London, Canada. 
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sulfuric acid. It is stated that the metals 
will find wide usage in industry, being 
already applied by chemical equipment 
manufacturers, construction engineering 
firms, and many others. 

Cupralum allows replacement of water 
by freon and direct expansion of freon, 
and is therefore expected to tind wide 
usage where rapid heating and cooling 
of acids are required. 

Wide usage is anticipated for Cupralum 
anodes in hard chromium plating since 
there anodes are stated to increase the 
current-carrying capacity to a large ex- 
tent. 

Knapp Mills does not intend to supply 
all the demands themselves but will li- 
cense its process. Electro - Cupralum 
anodes and Cupralum coils can be ob- 
tained from The Udylite Corp., Detroit 
11, Michigan. 


Portable Chrome Purifier 


Illinois Water Treatment Co., 840 Cedar 
St., Rockford, Ill., has announced a port- 
able version of its Chrome Purifier for 
recovering and purifying chromic acid 





Modern Masking Materials 
and Methods for Fabrication 
and Spray Finishing 


By Arthur P. Schulze 
64 Pages 


47 Illustrations 


Written for department superin- 
tendents, shop foremen, process 
and finishing engineers this 
manual is a source of ideas for 
saving time, cutting costs and get- 
ting better product quality. 


Puce $7.00 
PRODUCTS FINISHING 


710 Schmidt Bldg., Cincinnati 2, Ohio 
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anodizing baths, and reclaiming plating 
and rinse waters. 

The Chrome Purifier 
necessity of discarding 
which is normally 
acid to maintain a 
required pH and 
acid concentration. 
Contamination of 
the acid solution is 
kept at a minimum 
when processed by 
this method, it is 
stated. 

In plating, the 
unit permits recov- 
ery of contaminat- 
ed chrome plating 
baths. Clear solu- 
tions produced by 
this method reduce 
current  require- 
ments and provide 
uniform plating, 
resulting in fewer 
rejects, it is claimed. 

The Illco-Way Chrome Purifier is 
available in four standard sizes, each 
size available in stationary models (for 
permanent installation) and_ portable 
models (for treatment of several solu- 
tions located throughout the plant). 

Portable units are easily moved and 
stored and thus do not take up valuable 
plant production space. 


eliminates the 
chromic acid 
replaced with fresh 


Illco-Way Chrome 
Purifier 


Panel Vent Set 

DeBothezat Fans Division of American 
Machine and Metals, Inc., East Moline, 
Ill., is offering its Panel Vent Set for 
use at free delivery or relatively low 
static pressure. Available with fan wheels 
24, 30, and 36 inches in diameter, it has 
air-moving capacities up to 13,190 cubic 
feet per minute. 

According to the manufacturer, all 
Panel Vent Sets have totally-enclosed 
ball bearing motors which are wound for 
dual voltage. Shutters and safety screen 
guards are available. 


Immunol 


Immunol, a neutral, non-ionic liquid 
originally developed for use in long dilu- 
tion with water as a rust preventive and 
detergent by the Haas Miller Corp., 4th 
and Bristol Sts., Philadelphia 40, Pa., has 
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The ACME Type B-10 
Semi-Automatic 


This machine gives very efficient pro- 
duction. One operator normally operates 
two or more units, one at each end of 
lathe, loading and unloading one while 
the other has work in contact with wheel. 


This single spindle machine is 

used with the conventional 

lathe for finishing cylindrical 
(A) Equipped with A-2 parts. Toggle slide, vertical 
head handling parts uP = and cross slide adjustments 
to 12'' diameter. it ick t h 
(B) Equipped with Acme a aire as — er 
patented Geared Chuck; changing jobs. Additional ac- 
— nana - cessory equipment can be 
other out-of-round wor ° 222 
i: conehee aniéaeen furnished for finishing a large 
wheel contact. variety of out of round parts 
(C) Geared chuck for aS well as cylindrical work. 
polishing or buffing fau- 


cet bodies. Production 
up to 240 pieces per Catalogs = 
hour. request 


ayy | CME Manufacturing Lo. 


‘ehinge ) , 1400 €. 5 MILE RD., DETROIT 20 (Ferndale; MICH. 
ieachinery y elders OF AUTOMATIC POLISHING AND BUFFING MACHINES FOR WEARLY HALF A CENTURY 
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been adapted to use in rinsing after plat- 
ing to eliminate water stains. Added to 
the final rinse, it is claimed to prevent 
the rinse water from coalescing to cause 
stains on plated parts after removal from 
the rinse and at the same time protect 
bright finishes. 
According to the manufacturer, Im- 
munol requires no special handling or 
preparation, and is non-flammable and 
non-toxic. Bath temperatures may be hot 
or cold, depending on individual cycles. 


Phospray 


Du-Lite Chemical Corp., Middletown, 
Conn., has developed Phospray, a cold 
spray bonding solution which can be ap- 
plied with ordinary spray equipment. 
The bond is said to eliminate preparatory 
steps, such as cleaning, rinsing, drying, 
and so on. It is simply sprayed on the 
product, where it dries immediately, 
ready for application of the final finish. 

Usable on all metals except aluminum, 
Phospray can be cut as high as three 
parts thinner to one part Phospray with- 
out reducing its effectiveness, the com- 
pany states. It has been thoroughly 
tested to Government specifications, 
withstanding conditions of humidity, salt 
spray, and so on, while furnishing the 
bond for a 150 mm. paint coating. 


Improved Rust Inhibitor 


An improved formula of its Certified 
Rust Inhibitor No. 425 has been an- 
nounced by United Laboratories, Inc., 
Cleveland 12, Ohio. Outstanding features 
of this paint are that it will dry in 10 
minutes under normal drying conditions, 
and one coat provides excellent hiding of 
the old metal surface, the manufacturer 
States. 

The new formula, known as Rust In- 
hibitor No. FD-425, will withstand tem- 
peratures from minus 100 to plus 250 deg. 
F., and is exceptionally resistant to salt 
air and fumes, it is claimed. It may be 


applied over damp surfaces, interior or 
exterior, galvanized metal, and new or 
rusted metal surfaces of all kinds. 


Sequestering Agent TTA 


A sequestering agent, TTA (2-Thenoyl- 
trifluoroacetone), is being manufactured 
and sold in limited quantities by The Dow 
Chemical Company, Western Division, at 
Pittsburg, California 

TTA is an organic compound which 
has the unique property of forming com- 
plex molecules with various metal ions 
in sGlution. It is stated that the use of 
the mater:a! permits the separation of 
ions which are ordinarily difficult to sep- 
arate chemically since small adjustments 
in pH cause pronounced changes in the 
amount of complexing 


NEW BOOKS 


Chemical and Physical Determinations 
for Porcelain Enamel Plants. By Michael 
30zsin. Published by the Ferro Corp., 
Cleveland 5, Ohio. Price, $3.00. 

Mr. Bozsin, an analytical chemist by 
training and experience, is extremely well 
quailfied to write on this subject. For the 
past 18 years he has been carrying out 
and supervising the gathering of this pub- 
lished data under actual operating con- 
ditions in porcelain enameling plants 
throughout the United States. Most of the 
details of the techniques described have 
been developed, tested, and _ perfected 
under his direct supervision. 

The object of this 76-page publication is 
to describe, in detail. quantitaive analy- 
tical procedures for the determination of 
all deleterious gases (halides, sulfur com- 
pounds, moisture, carbon dioxide, carbon 
monoxide, and oxygen), pyrometric and 
draft measurements and their signifi- 
cance for the production of quality por- 
celain enameling and lowered rejects, 
with consequent savings in operating 
costs. 

The book is well illustrated with dia- 
grams, photographs, and graphs. All ne- 





KEYSTONE EMERY MILLS 





For a real good polishing job use 


Keystone TURKISH Emery 


FRESH SUPPLY AVAILABLE 
Write for Sample 


4316 Paul St., Phila., Pa. 
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it’s the SHAPE that counts 


Mititary insignia, brass buttons and cap ornaments 

often acquire their bright, smooth finish from ABBOTT Burnishing 
Materials. They’re shaped to do the job right. 

Abbott Burnishing Shapes — Ball, Ovalball, Cone, Diagonal, 
Pin — are scientifically designed to make effective contact on 





metal stampings and castings of any size or shape. Each is 
made from high quality, Abbott bearing ball steel, deep 
hardened and polished to a mirrorlike, glass hard finish. For 
quality burnishing . . . use Abbott. 


WRITE for your copy of the in- 


formative Abbott Catalog-Manual. 





THE ABBOTT BALL COMPANY 
1064 New Britain Ave. 
Hartford 10, Conn., U.S.A. thetatlroundabell 
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cessary calculations are clearly presented 
with examples. Fifteen charts and tables 
on vapor pressure, humidity, and tem- 
perature, together with formulae are pre- 
sented in the appendix for the reader’s 
convenience in this handy reference book. 


Paint Film Defects, Their Causes and 
Cure. By Manfred Hess. Published by the 
Reinhold Publishing Corp., 330 W. 42nd 
St., New York, N. Y. 544 pages. Illus- 
trated. Price, $12.00. 

This book, stated to be one of the most 
complete compilations of paint defects 
and failures in existence, was written as 
a reference work, with the contents ar- 
ranged accordingly. Provided with cross 
references, the contents are arranged in 
a manner whereby Failure Cause 
Remedy appear under such sections as: 
Faults which developed during applica- 
tion; Failures developing shortly after 
application; and Defects of coatings on 
the finished objects when in use. Over 
80 photographs, many taken by the au- 
thor, illustrate the many types of paint 
failures that can occur. 

This first English edition is based on 
the standard German work but has been 
largely rewritten and enlarged. Many 
new sections connected with paint fail- 
ures as they occur in typical damp cli- 
mates and important developments in the 
raw material side of the paint and var- 
nish industry have been added. 


A Basic Training Manual on Statistical 
Quality Control. By Rudolph Freedman 
and Joseph Movshin, in cooperation with 
the Industrial Engineering Department 
of Washington University. Published by 
the St. Louis Society for Quality Control, 
6651 Kingsbury St., St. Louis 5, Mo. 78 
pages. Illustrated. Price, $2.50. 
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FOR COPPER STRIPPING NON-DANGEROUSLY 


Economical, 


Non-Electrolytic. 
No special equipment required. 


Write for descriptive brochure. 


Sulphur Products Co., Inc. 
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This manual has been written for use 
in short elementary courses in statistical 
quality control. It may be used for in- 
plant training, short courses, or a labora- 
tory manual in conjunction with a stand- 
ard text on quality control in a full 
course. 

The manual consists of a brief text 
which is included to serve as a set of 
notes for the student. The heart of the 
manual is a series of work sheets cover- 
ing frequency distribution, X and R 
charts, p charts, pn charts, c charts, and 
sampling techniques. 

In quantities of ten, copies may be ob- 
tained at $2.00 per copy, and an instruc- 
tor’s guide is available on request at no 
extra charge with each order of ten or 
more copies. 


Industrial Solvents. Second edition. By 
Ibert Mellan. Published by the Reinhold 
Publishing Corp., 330 W. 42nd St., New 
York, N. Y. 758 pages. Illustrated. Price, 
$12.00. 

Completely rewritten, this edition has 
included all recently introduced solvents 
and deleted all obsolete information. The 
early chapters in this book are devoted 
to theoretical aspects of solutions. De- 
tailed consideration to over 380 solvents, 
grouped to meet the needs of all indus- 
tries, is given in subsequent chapters. 
The text covers physical data and sol- 
vent application in such industries as 
paint, varnish, lacquer, and metal are 
thoroughly discussed. A large number of 
graphs and tables have been included to 
afford the reader an efficient means of 
obtaining specific and comparative infor- 
mation on the physical properties of sol- 
vents. Special attention is given to evap- 
oration ratio, solubility, phase equilibrium 
and dilution ratio. A chapter on the hand- 
ling of toxic and flammable solvents has 
been added. 


Paint and Varnish Production Manual. 
By Verne C. Bidlack and Edgar W. 
Fasig. Published by John Wiley & Sons, 
Inc., 440 Fourth Ave., New York 16, N. Y. 
288 pages. Price, $6.50. 

This well illustrated book, designed for 
production personnel in the manufacture 
of surface coatings and for those inter- 
ested in problems of management, has 
many valuable suggestions which are of 
interest to ail who transform company 
policy into tangible results in this and 
allied industries. A discussion of plant 
facilities and engineering factors, such as 
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Die-cut to your exact specifications. ~ 


Increases efficiency! Speeds-up pro- 
duction! Expedites Defense Orders! 


PHONE or WRITE FOR PRICES , 
and SAMPLES. 


Your customers artd prospects need and appre- 
ciate PANOCO Paint Strainers. Let PANOCO 
Paint Strainers sell your company’s name and 
products...right at Point-of-Use! 


PHONE or WRITE FOR PRICES and SAMPLES i = 
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planning 
pre- 


general procedure, 
and control, and 
sented in detail. 


production 
maintenance, is 


Cleaning and Preparation of Metals for 
Electroplating (A.E.S. Research Report 
Serial No. 18). By Henry B. Linford and 
Edward B. Saubestre. Published by the 
American Electroplaters’ Society, P. O. 
Box 168, Jenkintown, Pa. 84 pages. II- 
lustrated. Price, $1.65. 

This book concerns itself with the 
cleanliness requirements of metals being 
prepared for electroplating. It is divided 
into three parts: critical review of litera- 
ture; soiling and cleaning procedures; 
and degreasing evaluation The 
Atomizer Test. 


tests: 


Modern Pyrometry. By Charles H. 
Campbell. Published by the Chemical 
Publishing Co., Ine., 212 Fifth Ave., New 
York, N. Y. 150 pages. 57 illustrations. 
Price, $4.00. 

This book covers the types and uses of 
thermocouples and allied equipment; tem- 
perature indicators, recorders, and con- 
trollers; various methods of controlling 
and recording temperatures; and main- 
tenance and care of pyrometers. Sufficient 
types and makes of pyrometric systems 
are discussed to give a fairly accurate 
picture of temperature measurement and 
controi methods available. 


New Products and Services. Published 
by The New York Journal of Commerce, 
63 Park Row, New York 15, N. Y. 80 
pages. Price, 50 cents. 

This 80-page compendium of time and 
money-saving innovations bulges with 
prime examples of American inventive- 
ness. All of the year’s most successful 
creations are fully described and neatly 
cross-indexed in the illustrated booklet, 
in all, over 1,000 different products and 
ideas. 


Analysis of Electroplating and Related 
Solutions. By K. E. Langford. Published 
by ‘Electroplating and Metal F'inishing,”’ 
83-85 Udney Park Rd., Teddington, Mid- 
dlesex, England. 369 pages. Price, $8.00. 

This well-illustrated, indexed, and 
cross-referenced book lists over 300 meth- 
ods for determining the principal consti- 
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tuents and impurities of metal treating 
baths. Special chapters are devoted to 
Sampling, Control of Cleaners, Pickles, 
Dips, Etches, Phosphating Solutions, and 
Electrobrighteners. Written for the plat- 
ing chemist, engineer, foreman, or man- 
ager, it can be readily adopted as a text 
book. 

Over twenty tables present chemical 
and physical data and conversion factors 
which are useful in solving everyday 
problems of the plater. 


Precision Finishes Mechanically with 
Roto-Finish. All the facts that every user 
needs to know about the original Roto- 
Finish process are contained in the Roto- 
F'inish catalog released by the Roto-Fin- 
ish Co., 3700 Milham Rd., P. O. Box 988, 
Kalamazoo, Mich. The book shows in de- 
tail how the Roto-Finish process can be 
used for mechanical deburring, descaling, 
polishing, britehoning, and coloring of 
intricately shaped products. 

The profusely illustrated, 16-page book 
is divided into five sections. The first 
section explains the advantages of the 
process; the second part concisely ex- 
plains the process itself, what it is, how 
it works, and how it is used; the third 
deals primarily with the types of finishes 
that the process can produce; the fourth 
briefly and concisely tells how to obtain 
the best results through selection of the 
right Roto-Finish machine and the right 
Roto-Finish chips; and part five shows 
typical parts improved by the process. 
The balance of the book is devoted to 
illustrated descriptions of the Roto-Fin- 
ish chips and finishing compounds. The 
back page of the book shows the Roto- 
Finish laboratory and offers the services 
of the company’s engineers in solving fin- 
ishing problems. = 





For further information 
on any product mentioned 
in this issue—use the 
READER SERVICE CARDS 
between the covers. 
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(A) 


can automatically finish your job 
faster, better or cheaper regardless 
of size, shape or material. 


Micro-Polish is an amazingly versatile and 
consistently successful automatic polishing 
method useful on any job from the pre- 
polishing of low grade steel sheet, to meet 
high quality job specifications, to the pro- 
duction sharpening and polishing of prun- 
ing tools. 





Micro-Polish can precision finish any size, 
shape or length of sheet, strip or blanked 
stock in ferrous or non-ferrous metals, 
wood, fiber, plastic, rubber or leather, by 
wet or dry process. 


A Micro-Polish giant used in reclamotion grinding of steel strip. 
One of our smaller units used in polishing narrow bi-metal stock. 





A belt conveyor unit for polishing flat stampings and forgings. 
A compact two head unit for polishing flat bar stock. 


Let Murray-Way engineers improve your 


UIR:RIAY polishing operations. 
AY THE MURRAY-WAY CORPORATION 


, POST OFFICE BOX 180 — BIRMINGHAM, MICHIGAN 


AUTOMATIC POLISHING BUFFING GRINDING EQUIPMENT 
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For further information on 
any product mentioned in this 
issue—use the READER SERV- 
ICE CARDS between the covers. 











“The Key to Your Finishing Problems” 
is the title of a six-page brochure de- 
scribing the various features and appli- 
cations of pressure-cooled Airflow buffs 
and Aircon wheels. 

Available from the United Buff Prod- 
ucts Corp., 242 Oak St., Passaic, N. J., 
the brochure depicts several of the buffs 
and wheels, and has a chart showing di- 
ameters of buffs vs. r.p.m. and surface 
speed (s.f.m.). 


Brooktield Synchro-Lectric Viscometer. 
A six-page catalog describing this Vis- 
cometer and a Mixer is available from 
Henry A. Gardner Laboratory, Inc., 4723 
Elm St., Bethesda 14, Maryland. 

The viscometer measures the torque 
of a spindle rotation at constant speed 
through a calibrated spring. The dial is 
graduated in centipoises. A cutaway 
view of the instrument is given, together 
with such characteristics as accuracy, 
ranges, sensitivity, and adjustments. 


Water Displacing Liquids. Data sheets 
are available from Enthone, Inc., Dept. 
PF, 442 Elm St., New Haven, Conn., 
which describe water displacing liquids, 
Nos. 1, 2, and 51. 

Uses for these liquids and the tech- 
nique in their application are given. Other 
technical data, such as flash point tem- 
peratures, are included in the discussion 
of these water shedding liquids. 


“Chemicals by Octagon” is the title of 
a 28-page catalog available from Octagon 
Process Inc., 18 Bank St., Staten Island 
1, N. ¥. The catalog tables a lengthy list 
of chemicals available from the company. 
It also introduces Octagon’s line of sol- 
vents and detergents, and discusses other 
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available products such as phosphatizing 
compounds, demasking agents, bright 
dips, pickling acids, and temporary pro- 
tective coatings. 


Horizontal Plating Barrels. The 1951 
issue of a 12-page catalog on horizontal 
plating barrels has been released by The 
Udylite Corp., 1653 E. Grand Blvd., De- 
troit 11, Mich. The catalog lists and de- 
picts the various types of barrels and 
their major specifications. Special units, 
such as multiple unit plating barrels, 
monorail hoists, individuai hoists, and 
various types of cylinders, such as Bake- 
lite, hard rubber, Lucite, and melamine, 
are included. 

Several pages are devoted to plating 
barrel accessories and equipment, and 
plating cycle shop layouts. In the latter 
dimension diagrams are given with step- 
by-step details of the operations. 


“Aluminum Powders and Pastes’’ is the 
title of an 84-page manual published by 
the Reynolds Metals Co., 2500 S. Third 
St., Louisville 1, Ky. It covers not only 
the more familiar uses of powdered alu- 
minum in aluminum paints, iridescent 
auto tinishes, roof coatings and the like, 
but also describes many unique applica- 
tions. 

The manual discusses in detail charac- 
teristics of the various types of powders 





EVERY TIME SHE COES BY, OUR TEMPERATURE 
RECORDERS START ACTING UP 
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what type of 


CUSTOM BUILT 


WIRE CLOTH PARTS 


do you need 


heat treating? 
pickling? 
plating? 
filtering? 
handling? 


You can be sure of getting exactly 
what you need in custom built wire 
cloth parts when you call— 


C g 
With more than 30 years experience 
in this field, we can work from your 
own prints... or, if none are available 
our design engineers will draw up 


prints based on your description of 
the job the part must do. 


Our newly expanded production fa- 
cilities include equipment for cutting, 
forming, bending, shaping and weld- 
ing of any metal or alloy in sheet, rod, 
or wire cloth form ... as well as our 
large battery of wire cloth looms. 


Tell us your needs. Let us tell you 
how economically and quickly we can 
fill them. Write direct or call your 
Cambridge field engineer. Look under 
‘*Baskets-Wire”’ in your classified 
telephone directory. 


FREE CATALOG describes Cambridge / 
facilities for fabricating metal spec- 


ialties. Write for your copy today. oo 


=“ 


The Cambridge Wire Cloth Co. 


et METAL 
OFFICES IN 


February, 1952 
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BELTS FABRICATIONS 


PRINCIPAL 


DepartmentA 

Cambridge 2, 

Maryland 
CITIES 


SPECIAL 
METAL 


INDUSTRIAL 
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YW— For more complete information on products and processes — i 
use READER SERVICE CARDS inside covers. 


and explains their relation to the pur- 
poses for which they are used. Other 
chapters discuss physical properties, 
chemical properties, testing and evalua- 
tion methods, recommended handling and 
storing procedures. 

This 6 x 9-inch ring-bound book will be 
sent to engineers, technical men, and ex- 
ecutives who request it on their business 
letterhead. 


Practical Surface Tension Secrets for 
Platers. By Joseph B. Kushner, Director, 
Electroplating School, Dept. PF, 115 
Broad St., Stroudsburg 1, Pa. The nine- 
page booklet, written in simple language 
and illustrated with explanatory sketches, 
is easy to read and provides down-to- 
earth information for the painting shop 
Such topics as what is surface tension, 
its application in metal cleaning, its ef- 
fects on pitting, rough plating, chrome 
spray, dragin and dragout, and others 
are taken up in detail. 

The booklet may be obtained, free of 
charge to any member of the industry, 
by writing te the above address, stating 
name, company, company position, and 
company address. 


Custom Grinding and Polishing. Facili- 
ties for custom grinding and polishing of 
Stainless steel and other sheet metals are 
described in a folder available from the 
American Nickeloid Co., Peru, Ill. The 
literature describes in detail the firm's 
capacities for handling sheets up to 60 x 
144 inches, producing a surface ground 
to any desired degree of roughness or 
high polish. Sheets of Monel, solid nickel, 
brass, copper, zinc and carbon steel, as 
well as stainless steel, can be ground on 
one or two wide range of 
gauges. 


sides in a 


Prufcoat Heavy-Duty Primer P-50, a 
rust-inhibitive primer that is completely 
effective under practical plant conditions 
and can be used with either conventional 
paint or active-solvent top coats, is the 


138 PRODUCTS FINISHING 


subject of Technical Bulletin Sheet No. 
015 available from Prufcoat Laboratories, 
Inc., 30 E. 42nd St., New York 17, N. Y. 
Versatile, time and trouble-saving, the 
primer can be used on either ferrous or 
non-ferrous metals. 


Automatic Plating Machines. A catalog 
is available from The Udylite Corp., 1653 
E. Grand Blvd., Detroit 11, Mich., which 
depicts and discusses plating machinery. 

Dwelling first on general design fea- 
tures built into all the company’s ma- 
chines, the catalog then describes in de- 
tail the single row full automatic return 
type, the double row full automatic over- 
head straight line, and the junior and 
rotary full automatic plating machine. 
Other special features such as agitation 
section and full automatic supplementary 
units are also discussed. 


Flash-O-Lens. A leaflet has been issued 
by Henry A. Gardner Laboratory, Inc., 
4723 Elm St., Bethesda 14, Md., on an 
illuminated magnifier for inspection. Var- 
iouS models and types are pictured and 
described, and their uses for many types 
of inspections pointed out. 


Hercules CMC. The many important ap- 
plications for Hercules CMC, and its 
physical and chemical properties, are 
fully described in a technical booklet 
published by Hercules Powder Company, 
Wilmington, Delaware. 

Information on types available, viscos- 
ity, compatibility, and other pertinent 
data are contained in the booklet. A bibli- 
ography lists most of the published liter- 
ature appearing in recent years on this 
chemical. 


Industrial Instruments. Minneapolis 
Honeywell Regulator Co., Brown Instru- 
ments Div., Station 40, Philadelphia 44, 
Pa., has prepared Catalog No. 5000, con- 
sisting of 28 pages, which describes the 


February, 1952 








principal instruments, control devices, 
and related components manufactured by 
the company. 

Specifications of approximately 100 
measuring and control instruments and 
valves are outlined. There are several 
new designs, including the Differential 
Controller and Tel-O-Set Controller. 


Sorbit Technical Bulletin. A technical 
bulletin on Sorbit, a sodium alkyl naph- 
thalene sulfonate surface active agent, 
has been released by the Alrose Chemical 
Co., Providence 1, Rhode Island. 

The bulletin lists 
both forms of the 
cleaner, Sorbit AC, 
a paste, and Sorbit 
P, which is in flake 
form. Included are 
specifications, so- 
lubilization, foam, 
and emulsification 
characteristics; i 
detergency 
wetting properties; 
and its. biological 
properties. Its var- 
ious applications 
are listed together 
with technical data 
such as concentra- 
tion percentages 
and operating tem- 
peratures. 


Codman_ Buffs 
and Polishing 
Wheels. A large 24- 
page catalog (No. 
52) is available 
from the F. L. & 
J. ©. Codman Co., 
Rockland, Massa- 
chusetts. 

The well-illus- 
trated catalog dis- 
cusses the various 
types of buffs 
available, their 
construction, no- 
menclature, and 
uses. Contact and 
polishing wheels 
are also. pictured 
and described, as 
well as accessories. 
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STEEL: ALUMINUM - 


Remington Rand ‘‘Kompakt’’ and 

tile fasteners by-pass costly, time-consuming metal 

finishing processes by using Enamelstrip in continuous feed 

coils. Enamelstrip is coated BEFORE fabricating by an exclusive 

technique which achieves a finish that withstands the stresses 

of drawing, bending and forming without cracking or peeling. 

Your company, too, 
. any metal in any finish coated and slit to your specifications. 


Write TODAY for detailed color bulletin. 


Totrust Instant Dry Metal Coat is the 
subject of a technical sheet released by 
The Wilbur & Williams Co., 130 Lincoln 

t., Boston 35, Mass. Listed in the leaflet 
are the advantages of this one-coat ex- 
terior or interior metal application 


Washability and Abrasion Testing Ma- 
chine. A four-page bulletin issued by the 
Henry A. Gardner Laboratory, Inc., 4723 
Elm St., Bethesda 14, Md., depicts and 
discusses the Gardner Washability and 
Abrasion Testing Machine, an _ instru- 


ENAMELSTREP 


BRASS - PRE- Bianca COLOR COIL 


““Twinpakt’’ 


can enjoy the advantages of Enamelstrip 


NATIONAL SALES REPRESENTATIVES: 
THE COATED COIL CORPORATION 


517 West 30th Street, New York 1 8 


LOngacre 5-3161 
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ment for easy determination of abrasion 
and washing resistance of paints and 
other coatings. 

The bulletin points out the important 
features of this machine and lists 14 tests 
to meet specifications for which it has 
been approved. 


Hammond Catalog No. 75. Hammond 
Machinery Builders, Inc., 1622 Douglas 
Ave., Kalamazoo, Mich., has available 
Catalog No. 75 which describes and de- 
picts bench and floor-type wheel grind- 
ers, polishing lathes, and backstands of 
various sizes and capacities for abrasive 
belt applications. 

The 20-page, colored catalog covers the 
complete line of abrasive belt and wheel, 
grinding, polishing and buffing machin- 
ery. Complete specifications are given for 
all machinery shown. Also featured are 
needed accessories for buffing and pol- 
ishing operations. The final pages of the 
catalog give complete information on the 
Hammond Cyclone and _ Filter-Type 
Duskolectors. 


Full Automatic Barrel Plater. The 
Stevens Super E machine is described 
and illustrated in a data sheet issued by 
Frederic B. Stevens, Inc., Detroit 16, 
Mich. Typical capacity in zinc plating is 
1,800 to 2,000 pounds of bolts and nuts 
per hour. 


Rubber Linings. Metalweld Inc., 26th 
and Hunting Park Ave., Philadelphia 29, 
Pa., has released a four-page catalog 
which describes its process of rubber lin- 
ing tanks, pipe, fittings, and apparatus 





For further information 
on any product men- 
tioned in this issue—use 
the READER SERVICE 
CARDS between the 


covers. 
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used in handling and storing acids and 
solutions. Applied by the Vulcalock Bond- 
ing Process, the rubber lining can be 
used on equipment now in use as well 
as on new equipment. A large table lists 
the resistance characteristics of the rub- 
ber lining against attack by chemicals. 


Tinning. A miniature four-page folder, 
issued by All-State Welding Alloys Co., 
Inc., 249-255 Ferris Ave., White Plains, 
N. Y., describes a quick, easy way to tin 
hard-to-tin surfaces, rustproofing metal, 
and regalvanizing spots where damage 
has destroyed original surfaces. Desig- 
nated as the ‘‘Kromover’’ touch-up pen- 
cil, it is almost as quick and easy to use 
as an eraser. Unlike tin plating, it sac- 
rifices itself to protect the iron or steel 
on which it is applied. 


“Packaged’’ Electric Heaters are the 
subject of a four-page catalog issued by 
the Edwin L. Wiegand Co., 7552 Thomas 
Blvd., Pittsburgh 8, Pa. The catalog dis- 
cusses packaged immersion, circulation, 
and other types of heaters that have 
built-in controls. 

Illustrations point out some of the ap- 
plications such as maintaining accurate 
control of plating room temperatures; 
super-heating steam; melting soft met- 
als; preheating fuel oil and water. Pos- 
sible installations in various sized and 
shaped tanks are also pictured. 


Film Casting Knife. Henry A. Gardner 
Laboratory, Inc., 4723 Elm St., Bethesda 
14, Md., has released a leaflet which de- 
picts and discusses the Gardner Film 
Casting Knife. 

An instrument of micro-inch accuracy, 
it is now available commercially for the 
first time. The leaflet gives a complete 
description of the knife, its operation, 
and its features. 


DeBothezat Panel Vent Sets. Bulletins 
containing illustrations, construction de- 
tails, certified capacity ratings, and di- 
mensions of these fans can be obtained 
from DeBothezat Fans Div., American 
Machine and Metals, Inc., East Moline, 
Illinois. 


February, 1952 





TEEL makes progress possible—in 


war or peace...in the manufacture of 


everything from tableware to tanks, 
razor blades to skyscrapers, baby carri- 
ages to “Big Mo’’. 

How well does competition work in 
the steel business? 

... the U.S.A. shows an 83.4 gain 
in steel output between 1939 and 1950. 
The rest of the world shows an 0.8°; 
loss. 

... In 1939, the U.S.A. under “‘com- 
petition’”’ made !3 of all the world’s 
steel. Today we produce half—all with 
only 6°; of the people in the world. 

. . . Steel workers under “‘competi- 
tion’? gained in jobs, too. There were 
449 thousand jobs in 1939. Today— 
637 thousand. 

The steel industry is just one exam- 
ple of what all of us can expect under 


a free competitive system. Ours is the 
security millions of people in the world 
dream of when they embrace such 
dead-ends as “planned economies’’. 
Look around and see what happens 
when people hand their jobs and their 
factories over to the government. Or 
have them taken by law. Or by force. 
Name it what you will—‘‘commu- 
nism’’, ‘“‘nationalization’’, “‘socialism’’, 
“regimentation’’—it is a one-way street 
and no turning back. By then people 
no longer own government. Govern- 
ment owns the people. 
This report on PROGRESS-FOR-PEOPLE is 
published by this magazine in cooperation 
with National Business Publications, Inc., 
as a public service. This material, including 
illustration, may be used, with or without 
credit, in plant city advertisements, employee 
publications, house organs, speeches or in 
any other manner. 


THE COMPETITIVE SYSTEM DELIVERS THE MOST TO THE GREATEST NUMBER OF PEOPLE 
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By J. A. Patterson 





The Finishing Tasch 

































































“Oh, there you are, Gus---you had me worried 
for a minute.” 
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Opportuntty Section 








FOR SALE 


Chas. J. Bogue Ball Bearing, 8 volt, 1000 amp. 
Generator. Direct connected to 220-3 phase, 
15 H.P.—A.C. Ball Bearing motor. Complete with 
ammeter and volt meter and controls. Price 


$500.00, F.O.B. Peoria. 


WRIGLEY ELECTROTYPE COMPANY 
103-105 Main St. Peoria 2, Illinois 








SOUTH FLORIDA TEST SERVICE 


Testing—Inspection—Research— 
Engineers 


Consultants and specialists in corrosion, 
weathering and sunlight testing. 


4201 N.W. 7th St., Miami 34, Florida 





A motion picture titled, ‘‘Listen Her- 
man,’’ showing the tremendous market 
and profit opportunities existing in the 
appearance reconditioning of automobiles, 
has been produced by The DeVilbiss Co., 
300 Phillips Ave., Toledo 1, Ohio, and is 
now ready for showing. This 16 mm. 
sound film in color runs 25 minutes and 
20 seconds. It is available through the 
company’s regional sales offices and its 
many distributors throughout the coun- 
try. 

With its scenes laid in the office and 
the paint shop in the service division of 
an automobile dealer, the film shows the 
inadequacy of the equipment in the aver- 
ige shop to profitably meet the needs of 
the day. It emphasizes what is required 
{n the way of properly coordinated equip- 
ment to meet the demands for service in 
a field which should account for as much 
as 50 per cent of the average shop’s serv- 
ice volume, and points out the necessity 
for the proper training of the spray op- 
erator and how this is possible by taking 
advantage of the training opportunity of- 
fered by The DeVilbiss Company. With 
the installation of the proper equipment, 
plus properly trained personnel, the film 
reveals how refinishing and appearance- 
reconditioning service can be aggressive- 
lv promoted as well as effectively, effi- 
ciently and economically done. 

E. F. Frey, director of sales promotion 
and advertising of DeVilbiss, under 
Whose direction the film was made, 
points out that while it is basically con- 
cerned with auto appearance-recondi- 
tioning, the story is presented in such 
form that many other types of audiences 
would also benefit from seeing the pic- 
ture. It is of interest to anyone directly 
or indirectly concerned in promoting ‘‘ap- 
pearance service’ and the safe installa- 
tion of equipment so graphically shown 
in “Listen Hernfan.’’ 
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FOR SALE 
HYDRO-WHIRL PAINT BOOTH 
This 5-Station water-wash spray paint booth is 
complete with controls, blower system, motors, 
housing, etc. Excellent condition. Write or 
call today. 
THE BLAND BURNER CO. 

83 Woodbine St. Hartford 6, Conn. 











The only picture to show aluminum 
production in full color is ‘‘Pigs and Prog- 
ress,’”’ recently revised to bring it up-to- 
date with the rapidly advancing uses for 
aluminum and now offered for bookings 
by the Reynolds Metals Company. It is 
on 16-millimeter film, in sound and color. 

The picture presents in simple lan- 
guage a complete non-technical story of 
aluminum, the most fascinating of all 
metals. Beginning with the mining of 
bauxite in Reynolds own mines, the 
scenes shift to Reynolds large alumina 
mill at Hurricane Creek, Arkansas, where 
the bauxite is converted into alumina, a 
pure white granular material resembling 
sugar. The alumina is then shown being 
ele¢trically reduced at the huge Jones 
Mills, Arkansas reduction plant to me- 
tallic aluminum. Also shown are the mill 
operations invoved in converting alumi- 
num ingot to such forms as sheet, plate, 
foil, wire, rod, bar, electric cable, alu- 
minum powders and pastes, rolled and 
extruded shapes. 

In addition to the production of alumi- 
num, the picture reveals how it is fabri- 
cated into many consumer items. 

Prints of this 26-minute picture on 16- 
millimeter film with sound track are 
available for loan without charge. To ob- 
tain bookings, write Motion Picture De- 
partment, Reynolds Metals Co., 2500 S. 
Third St., Louisville 1, Kentucky. 
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Abbott Ball Co. 

Acme Mfg. Co. 

Allied Research Products, Inc. 

Almco Diy., Queen Stove Works, Inc. 
Alvey-Ferguson Co. 

American Chemical Paint Co. 

Armour & Co. 

Arrow Metal Products Corp. 


Bacon Felt Co. 

Baker & Co., Inc. 

Baughn Chemical Products Co. 
Bede Products, Inc. 

Better Finishes & Coatings, Inc. 
Blakeslee & Co., G. S. 
Brookfield Engr. Labs., Inc. 
Buffalo Forge Co. 


Cambridge Wire Cloth Co. 
Carborundum Co. 67 
Chicago Rubber Co. 57 
Cincinnati Cleaning & Finishing 
Machinery Co. 83 
Clair Mtg. Co., Inc. 74 
Coated Coil Corp. 139 
Columbia Electric Mfg. Co. 42 
Cowles Chemical Co. 18 


Despatch Oven Co. 11 
Detrex Corp. Fourth Cover 
Detro Mfg. & Sales Co., Inc. 78 
DeVilbiss Co. ....... ef Pa ke 
Du Pont de Nemours & Co., E. I., 
Electrochemicals Dept. 45 


Egyptian Lacquer Mfg. Co. 
Exolon Co. 


Fostoria Pressed Steel Corp. 


Hammond Mchry. Builders, Inc. 
Hanson-Van Winkle-Munning Co. 
Harrison & Co., Inc. 

Harshaw Chemical Co. 
Heatbath Corp. 

Hercules Powder Co. 


Industrial Filter & Pump Mtg. Co. 44 
Interchemical Corp., Finishes 
Div. Third Cover 


Kalamazoo Tank & Silo Co. 46 
Keystone Emery Mills 130 
Kirk & Blum Mfg. Co. 60, 61 
Klem Chemicals, Inc. 9 
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 CVERTISEMERTS 


Koch Sons, Inc., George 
Kold-Hold Mfg. Co. 


Lanly Co. 

Lasalco, Inc. 

Lea Mfg. Co. Second Cover 
Lowe Bros. Co. 2. 33 


MacDermid, Inc. 31 
Mahon Co., R. C. 50, $1 
Manutacturers Processing Co. 124 
Minnesota Mining & Mfg. Co. 49, 127 
Morse Mfg. Co., Inc. 108 
Murray-Way Corp. 


National Air Sander, Inc. 
Neilson Chemical Co. 
Norton Co. 


Oakite Products, Inc. 
Ohio Blow Pipe Co. 
Osborn Mfg. Co. 


Panoco : 

Park Chemical Co. 

Parker Rust Proof Co. 

Peters-Dalton Co. 

Phillips Mfg. Co. 

Pioneer Rubber Co. 

Pittsburgh Plate Glass Co., 
Brush Div. 


Randolph Products Co. 
Robinson & Son, A. 
Rockford Varnish Co. 


Schmieg Industries 

Sherwin-Williams Co. 

Simonds Abrasive Co. ; 
Stevens, Inc., Frederic B. ; 71 
Strand Div., N. A., of Balmar Corp. 99 
Striplastic Co. 84 
Sulphur Products Co. 132 


Titeflex, Inc. 62 
Topper Equipment Co. 48 
Torit Mfg. Co. 103 
Udylite Corp. 15 
Varnish Products Co. 


Wagner Bros., Inc. 13 
Wiegand Co., Edwin L. 14 


Young & Bertke Co. 111 
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TO GIVE YOUR PRODUCT A GOOD START, 
GIVE IT AN INTERCHEMICAL FINISH! 


Undercoats ...Varnishes ... Lacquers... 
Enamels for Metal... Plastic...Wood 


AULT & WIBORG, MURPHY, ROXALIN, AND IC ARE TRADEMARKS OF INTERCHEMICAL CORPORATION 
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OVERSPRAY 
WITH 














APPLYING 


VINCOTE 
WITH 
SPRAY GUN 


Use quick-easy-peeling VIN- 
COTE to protect booth walls 
against paint overspray — and 
you eliminate slow, messy, clean- 
up trouble and fire hazard. 





VINCOTE is a vinyl-type liquid 

which forms a tough plastic film 

when sprayed on booth walls. 

To clean booth, VINCOTE and 

paint overspray is peeled off in 

large sheets, quickly and easily. 

As a result, booth is back in 
STRIPPING productive use faster, and clean- 


FILM AND ing costs are much lower. 
OVERSPRAY 


DETREX 
BOX 501, DETROIT 32, MICH. CiptalttOn 





Write for full information. 

















